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WESTWOOD, 
N. J. 


WHERE PLATERS 
AND FINISHERS 
LOOK FOR INFORMATION 


FINISHING PUBLICATIONS, INC. 


¥ 
} | 
DEVOTED EXCLUSIVELY TO METALLIC SURFACE TREATMENTS ; | 
| 
| 
READ & PASS ON 
i 
od 


@ Cleaners 
ALUMINUM 
FINISHING @ Deburring 
Compounds 


@ Burnishing 
Compounds 


@ SAT-N-ETCH and 

other Aluminum 

FINIS yy Preparation 
CLEANERS Treatments 


AND 
PROCESSES 


@ Pickling 
Compounds 


@ Paint Adhering 
Phosphor Treatment 
for Steel Surfaces 


@ Strippers 


i 

eo Here, service is stressed more than products, 
. important as these may be. With so many different 
formulations, each best for certain requirements, a 
competent field service man can save you time 
and money in first analyzing your metal preparation problems 
and then recommending the most effective and economical 
CLEPO formulations to solve them. 


CLEPO Products are quality products, yes. But more 
important, they are serviced by men who know thoroughly 
all pertinent operations in plants such as yours. Why not 
have a CLEPO Field Man call in the near future — or 
immediately, if you have a pressing problem — and 

* let him re-check your present cleaning, deburring 
and other operations? 


CLEPO Field Man and Products have been serving 
your industry well for nearly twenty-five years. 


FREDERICK 
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PORTRAIT 
OF A MAN 


ENTHONE 


“ENSTRIPS” — invented and patented by Enthone, 
Incorporated — are chemical products for 
dissolving one metal from another, quickly... 
economically ... without attacking the base. 
Available for nickel, copper, chromium, zinc, 
a cadmium and silver. For the right stripper for your 
— eS & needs, write to Enthone, outlining your requirements. 


Ask for the Enthone “Enstrips’”’ Booklet. 


Service Representatives and Stock Points in Principal Cities of 
U.S.A. and Canada, Brazil, England, France, Sweden, and Germany 


442 ELM STREET, NEW HAVEN 11, CONNECTICUT 
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NEW OAKITE CLEANERS 
GIVE YOU MORE FOR YOUR 


PAINT-PREPARATION DOLLAR 


Here are 
6 ways to end 
pre-paint metal-cleaning troubles 


Does your trouble chart show that you need better cleaners, strippers or surface conditioners? 


Cleaning solution foams excessively in spray [] Zinc phosphating process too difficult to con- 
washing machine. See 1 below. trol — requires too many titrations, too many 
additions, etc. See 4. 
Cl Streaky discolorations or powdery residues cling 
to surface of steel parts being stripped for LJ 
repainting. See 2. 


Iron phosphating process doesn’t show good 
results in salt spray tests. See 5. 


[| Too many operations—cleaning, pickling, neu- 


a Aluminum parts are severely etched while being tralizing, etc.—are needed to prepare steel that 
stripped of zinc chromate primer or other fin- does not require phosphating before painting. 
ishes. See 3. See 6. 


Here are brief descriptions of new Oakite materials designed to end these particular troubles: 


For a spray washing solution that does not foam at high pressure, try Oakite Composition No. 161. 
Does not attack aluminum. 


For stripping pigmented paint, phosphate coatings and undercoat rust im one operation, try 
Oakite Rustripper. 


For safe, thorough stripping of aluminum, try Oakite Stripper No. 110. 


tors, starters or toners. Only one material used for make-up and up-keep. 


For salt spray results far beyond the capacity of ordinary phosphating 
processes, try new Oakite CrysCoat No. 89. 


For one-operation removal of rust, heat scale, welding residues and 
light soil together with good preparation for painting, try Oakite Com- 
pound No. 131. Inhibited against attack on steel. 


1. 
2. 
3. 
4. For a zinc phosphating process that is truly easy to control, try new Oakite CrysCoat SW. No accelera- 
6. 


FREE Check the coupon and we will send you free booklets or bulletins 


you are interested. 


OAKITE PRODUCTS, INC. 
18 Rector Street, New York 6, N.Y. 


Send me free booklets or bulletins 
giving complete information on the 
new Oakite materials checked below: 


Oakite Composition No. 161 Oakite-CrysCoat SW 
Oakite Rustripper Oakite CrysCoat No. 89 
(-] Oakite Stripper No. 110 (-) Oakite Compound No. 131 


INDUSTRIAL CLEA 


Technical Service Representatives in 
Principal Cities of U. S. and Canada 


Export Division Cable Address: Oakite 


Address 


Metal Finishing is published monthly by the Finishing Publications, Inc., 381 Broadway, Westwood, New Jersey, U.S.A. 
Entered as second class matter at the Post Office in Westwood, N. J. Volume 54, No. 6, June, 1956. Four Dollars Per Year. 
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USE “RELIANCE” PRODUCTS FOR 


ECONOMY : EFFICIENCY : DEPENDABILITY 
WRITE FOR FURTHER DETAILS 


#23A 
POLISHING LATHE 


OBLIQUE 
TUMBLING BARREL 


EXTRUDED COMPOSITIONS 
STANDARD SIZE 
2x 2x 10” 


NUWAY BUFFS FOR 
FAST CUTTING 


HOMME DIEU & SOK 


N. J 
R. Shields” 
Detroit, Mich. 
Powell Calvert” 


‘Second Street 
Feasterville, Pa 


June, 1956 
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MICCROSOL ... 

Today's outstanding heat-cured 
nf rack coating that provides posi- 
tive insulation and protection, 
amazing tensile strength and 
scuff resistance, permanent 
flexibility, and positive, con- 
tinuous adhesion. 


MICCROTAPE ... 


An extruded tape that offers 
unexcelled protection for plating 
racks, and for masking parts 
prior to selective plating. 


MICCROTUBE ... 


An extruded tubing especially 
suited for use on straight or 
bent contact wires, and for 
selective plating of simple parts. 


MICCROTEX... 

A synthetic air-dry rack coating 
for all plating cycles and phos- 
phate coatings—highly resistant 
to all plating solutions. 


MICCROSTOP ... 

all dong cycles. Hairline 

lemarcation . . . extreme ac- 
acy. 


Used Throughout the Plating Industry 


Developed and manufactured by experienced platers 


MICCROMASK ... 
For masking of machined parts 
for hard chromium plating. Pro- 
vides plete protecti as 
sures extreme accuracy. 


MICCROPEEL ... 

Specifically designed to supply 
the need for a stop-off lacquer 
that can be peeled easily from 
the part after plating, and will 
hold a hairline demarcation 
through all plating cycles. 


MICCROLAC... 


Mirror-finish, water-white lac- 
quer that protects and beauti- 
fies the finest of polished or 
plated metals. 


MICCROSTRIP “A”... 


A blend of the new fast solvents 
for the quick, easy removal of 
stop-off lacquers in selective 
plating. 


MICCROLOID ... 


Industrial corrosive-resistant 
coating for use on all plating 
equipment, rinse tanks, struc- 
tural steel, walls, floors, pipe 
lines, air ducts, etc. 


MICCROWAX... 

Two widely used waxes for 
selective stop-off, especially 
suited for masking on compli- 
cated parts and sharp edges. 
C-562 for hard chromium; C-600 
for high-temperature cycles. 


Samples and descrip- 
tive literature of all 
Miccro Products will 
be sent upon request. 


MICHIGAN CHROME 


AND CHEMICAL COMPANY 


8615 Grinnell Avenue, Detroit 13, Michigan 
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THE SOLVENT 
WITH THE 
ORIGINAL 

NEUTRAL 
STABILIZER 


No other degreasing solvent made has greater 
resistance to heat, air, light. Blacosolv is most 
gentle, won’t stain or etch the most highly polished 
metal surfaces...It stands up under the action 

of aluminum and has a greater capacity for absorbing 
acids, oils and coolants. Blacosolv maintains 

its stability after repeated distillation. 

By comparison, Blacosolv is the most economical 
solvent you can buy. 


Write for Complete information on Blacosolv 
Degreasing Solvent and Blakeslee Degreasers. 


1844 S. Laramie Ave., Chicago 50, Ill. 


G. Ss. BLAKESLEE & NEW ANGELES TORO 


also Manufacturers of Blakeslee Metal Washing and Surface Treatment Machines 


METAL FINISHING, June, 


1956 


2 
D | 
7 N 
0) e 
| 
| | 
| 
| 
| 


Available from your Electroplating Distributor! 


New! Revolutionary! Type “U” 


Gives Amazing Performance 


Big Savings For You With 

Type “U” Immersion Heaters 

You get much longer service life with greatly 
improved accuracy and heating efficiency from 
the new Type “U" Glo-Quartz Heaters. Order 
today—and save time, trouble, money ! 


Guaranteed for One Year | 
World’s First Successful ''U’’ Tube Heater | 


First Major Improvement in Quartz 
Immersion Heaters in 35 years 


HEATS INSTANTLY 
@ 100% SHORT-PROOF CONSTRUCTION 


@ 100% THERMAL AND MECHANICAL 
SHOCK-PROOF CONSTRUCTION 


@ GUARANTEED TO OUT-PERFORM AND 
OUT-LAST ALL OTHER QUARTZ HEATERS 


WRITE, WIRE or PHONE 
FOR BULLETINS 
AND PRICES 


Standard Sizes in Stock 
for Immediate Shipment 
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5 Rapid Selenium Rectifiers form 


Warner & Swasey’s chromium plating installation fea- 
tures a power-packed line-up of five Rapid Selenium 
Rectifiers. It's Rapid power, then, along with extensive 
know-how and other excellent equipment that helps 
Warner & Swasey turn out only quality chromium plat- 
ing which is in keeping with their reputation for build- 
ing the finest of precision, metal-turning machine tools. 


‘‘Multiple Rapid’’ installation such as this are not un- 
common. Because, once a plater buys a Rapid Rectifier, 
he almost always buys more as his power needs in- 
crease. Additional Rapid Rectifiers are specified be- 
cause of the complete satisfaction derived from the 
efficient, dependable, low cost performance of the 
original unit. It is this feeling of satisfaction on the part 
of our plating customers that is responsible for Rapid's 
growth in the industry. 


June, 1956 


” 
THE NAMEPLATE THAT MEANS Wore Font ty You / 


Power-Packed Line-up at Warner & Swasey 


Plating men know that when they specify Rapid for 
their DC Power needs, they are getting first of all, an 
engineered DC power supply which gives them six 
square inches per ampere of plate surface and many 
other ‘‘plus"’ features, such as: 


Long-time service 

High efficiency 

No lost time due to burnouts 

No loss of efficiency due to overheating 
No supervision needed 

No maintenance needed 

Maximum Safety Features 


Our engineering department is available for consul- 
tation on any application of Direct Current Power 
Supplies. Avail yourself of this professional service 
without obligation. 
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Riverside 4-412 


form of peelings, strippings, 
hangers, racks, baskets, etc. . 
METAL FINISHING, 


WE WANT THEM. 


Produce nickel residues in the 


s specifica- 


tions for recasting into anodes; 


3 

“= 

2% 


supplier 
YOU WANT THESE 


or, we can supply cast or rolled 


Will trade cathodes, 
clips, rods, etc., 


your regular 
anodes. ... 


PHONE, WIRE, WRITE . - LET’S TALK TRADE 
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When a commercial chemical runs 99.75% pure, the user 

need not ordinarily concern himself about the remaining 0.25%. In 
chromium plating, however, the 0.25% is important because 

it includes whatever sulfate is present. 


While the maximum amount of sulfate permitted in Mutual Chromic Acid is 
only 0.1%, average production is well below that figure. Furthermore, 

the sulfate content varies but little from drum to drum. MUTUAL 

No other impurity exceeds 0.01%. The balance represents a trace of moisture 
which, of course, is harmless. This close attention to small 

details is one reason for the wide acceptance of the Mutual label 
wherever quality chromium plating is performed. 


Sodium Bichromate Chromic Acid Potassium Bichromate 


MUTUAL CHEMICAL DIVISION 
ALLIED CHEMICAL & DYE CORPORATION 
99 PARK AVENUE > NEW YORK 16, N. Y. eS 
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nickel plating 


.+» still and barrel... nickel anodes 
—all commercial grades and sizes 
... anode bags. . . single nickel 
salts—nickel chloride . . . nickel car- 
bonate . . . nickel fluoborate ... . 
boric acid. 


chromium plating 


pure "Krome Flake" 99.8% 
... sulphates less than .10% ... lead, 
tin-lead and antimony-lead anodes. 


copper plating 


... copper ball anodes... Rochelle 
Salts... sodium and copper cyanides 


... Copper sulfate .. . copper filuo- 
borate. 


HARSHAW 


CHEMICALS AND 
ANODES 


cadmium plating 


... ball and cast cadmium anodes 

. . cadmium oxide . . . sodium 
cyanide . . . cadmium fluoborate. 
tin plating 


... cast tin anodes . . . sodium stan- 
nate . . . stannous sulfate .. . tir 
fluoborate ... acid tin addition agent. 


zinc plating 


... ball and cast zinc anodes... 
sodium and zine cyanide . . . zinc: 
sulfate... zine flvoborate. 
lead plating | 
... cast lead anodes . . . lead fluo- 
Cleveland 6, Ohio 
Chicage 10, Ill. + Cincinnati 13, Ohio + Detroit 28, Mich. + Houston 11, Texas 
Les Angeles 22, Calif. + Philadelphia 48, Po. + Pittsburgh 22, Pe. sliver plating 
Hastings- On-Hudson 6, N. Y. ... silver cyanide. 
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GET YOUR 
FREE 
SAMPLE 
of the 
HARSHAW 


“ANOCAP” 


~ 


Entertainment 
Room 
Hotel Statler 
Washington, D. C. 
A.E.S. Convention 
June 17-21, 1956 


[ETAL FINISHING. 


long operation without treatment 


Other outstanding 
advantages are: 
BRIGHT OVER WIDE RANGE 


from a few amperes/ft.? 
to well over 100 amperes/ft.? 


HIGH TOLERANCE to common impurities 
HIGHLY RECEPTIVE to chrome 
EXCELLENT LEVELING 

BETTER BRIGHTNESS with thinner deposits. 


SIMPLE OPERATION and CONTROL 
Plates brightly from 120°F to 155°F. 
pH can vary over a wide range. 
Liquid addition agents. 

REMAINS DUCTILE AFTER LONG 
OPERATION 


For additional information contact 
the Harshow office nearest you. 


THE HARSHAW CHEMICAL CO. 
1945 East 97th Street - Cleveland 6, Ohio 


Chicago 32, lil. + Cincinnati 13, Ohio + Cleveland 6, Ohie + Houston 11, Texas * Los Angeles 22, Calif. 
Detroit 28, Michigan + Philadelphia 48, Penna. + Pittsburgh 22, Penna. + Hastings-On-Hudson 6, N.Y. | 
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GEORGE A. STUTZ MFG. CO. “0. 


Lower Initial Cost 
Lowest Possible Maintenance 


Spueially designed coun- 

tex pall sys of monel metal 

“with dimples for 
against belt 


No Cylinder Gears 
No Cylinder Bearings 


Stutz Belt Drive complete cycle 

Plating Barrel. This unit incorporates a 

cylinder of one piece Plexiglas construction, 

suspended and rotated by two V belts and arranged 

between cast steel guide frames protected with 5/16” 

thick special vulcanized hard rubber. For smooth barrel 
operation, saddle horns are located on 15” centers, 4 
provided for maximum current. Cylinder door is heavily 
reinforced and is locked with vinyl chloride covered spring 
steel bung clamps. Cathode contactors are dangler type. These 

units made to fit most makes of plating tanks and furnished also 

with motor drives mounted directly on cylinder superstructure. 
Standard sizes 14”x30” and 14”x36” (1.D.) 12 additional sizes from 
12”x24” to 18x42” (I.D.). Standard perforations 3/32” round on 
3/16” centers. Patented dual hole for processing of extremely small 
parts available. 


shows* the belt ex- 
panding inte the imple: 
the -dtiving pulleys. 
wetion provides pros- 
thee pull with mo abro- 
fom to the belt whatso- 
ver. 


CARROLL AVE., CHICAGO 24, 
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supermarket finishing equipment 


BSS The modern 110,000 square foot manufacturing 
> plant that houses J. Holland & Sons, Inc. is part 


of the most up-to-date streamlined operation in 
the industry. It enables us to offer you efficient 
service, and superb quality... plus the technical 
and engineering help you need for your individ- 
ual problems. And most important it means... 


polishing, plating and spray equipment 
available to you for immediate delivery 


free on your request! 


write today! 


J. HOLLAND & SONS, INC. 


475 Keap Street, Brooklyn 11, N. Y. * Tel. EVergreen 7-3315 145 page catalog (tabbed and | 
7 indexed) illustrates and de- 


LEADERS IN FINISHING EQUIPMENT FOR OVER HALF A CENTURY scribes every piece of equipment. 


METAL FINISHING, June, 1956 


i 
4 
A 
4 
7 J 
7 
: 
: 
| | 
> 24, 


CODMAN 
NON 


-FRAY 


BUFFS 


THICKNESS OF RING VARIES 
DENSITY 


TRAILING ENDS — (Safety) 


NON-COMPRESSIBLE 


CONSTRUCTION 


NON-METALLIC CENTER— 
(No Shaft Scoring) 


the greatest name in buffs for over 55 years 
BRANCH OFFICES — PHILADELPHIA , DETROIT, LOS ANGELES, INDIANAPOUS, GRAND RAPIDS 
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BE OUR GUEST 


SOUTH AMERICAN ROOM 
STATLER HOTEL 


DURING THE 


AMERICAN ELECTROPLATERS SOCIETY 
NATIONAL CONVENTION 
WASHINGTON, D.C. JUNE 18 THROUGH 21 


MONDAY, JUNE 18 WEDNESDAY, JUNE 20 
4:00 p.m. to 9:00 p.m. 6:00 p.m. to 10:00 p.m. 
COCKTAILS COCKTAILS 


TUESDAY, JUNE 19 THURSDAY, JUNE 21 
4:00 p.m. to 7:00 p.m. 4:00 p.m. to 7:00 p.m. 
pad :00 p.m. to 1:00 a.m. 
9:00 p.m. to Midnight COFFEE AND SANDWICHES 
COFFEE AT 10 p.m. AT MIDNIGHT 


THE Uduylite CORPORATION 


(rc 
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Lift mechanism part for tractor takes cadmium finish smoothly after cleaning in caustic solution, 


14 


HIGHER POWER ALKALINITY 


AT LOWEST COST 


Get Dow caustic flake for economical, thorough stripping 


Caustic soda flake direct from Dow . . . low 
cost, effective metal cleaning. These free- 
flowing, uniform flakes give users the very 


maximum in alkaline stripping power. 


Full supply of this unmatched caustic flake is 
assured through Dow multi-plant production: 
Midland, Michigan; Freeport, Texas; Pittsburg, 


you can depend 


California. Dependably prompt delivery is as 
certain, with the extensive Dow distribution 


network of terminals and regional stock points. 


When a better stripping job at lowest cost can 
be yours for the asking . . . it’s good sense to 
ask for Dow caustic flake. THE DOW CHEMICAL 
COMPANY, Dept. AL 753J-1, Midland, Michigan. 


on DOW CHEMICALS 
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FINISH 


SINCE 1941 


@ SINCE 1945 


SINCE 1945 


THE SIEFEN 


ENGINEERING 
LINE 


NUGLU . . . COLD FLEXIBLE GLUE e@ SINCE 1937 


BRUSHING NUGLU . . . GRAIN AND NUGLU MIXTURE e 
BUFFING NU-SPRAY GLU . . . Liquip BUFFING COMPOUND 
SPRAY BUFFING EQUIPMENT .. . GUNS — PUMPS AND 


VALVES e@ SINCE 1945 


COMPOUNDS . . . TRIPOLI — STAINLESS — GREASE — BURRING 


SYSTEM .. . SINCE 1946 


Since 1927-A leader In 
NATION WIDE 
Finishing Systems 


A. Darnell 
Wisc. & Illinois 


D. Gaines 
New England 


L. Misenti 
Central N. Y. 


1. E. Siefen 
President 


C. DeGroat 
General Mgr. 


E. Brisson 
Central Mich. 


C. Elliott 
Eastern Ohio 


V. McBride 
Detroit, Mich. 
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Says Paul Glab, 


Superintendent of Plating, 


Northwestern Plating Works, Chicago. 


Improved Quality Control and 
increased production with 
lower cost are a cinch with this 
new BELKE Plating Cylinder. 


The cylinder oscillates as it 


rotates 
work flows across 


all sides of all parts are equally exposed to 
plating current. No part of the load stays at the 
ends where little plating occurs. No parts stay 
buried with greatly reduced exposure to plating 


current 


16 


Do you realize that this 20% saving in plat- 
ing cost is all profit you are not getting now! 


gives Us 


“more uniform distribution of plate 
according to quality control checks 


“noticeable color improvement on 
brass plating 


increase in load sizes.” 


Blihop 7-1600.4 


NORTHW 
PLATING 


——~3114.26 so. KOLIN AVE. 


CHICAGO 23, 


March 23, 1956 


Manufacturing Co 
r 
Chieage Avenue 


51, Illinots 


Gentlemen: 


Ix 
to your 
Plating Barre? inquiry, our B 
arre elk 
ment in plating resulta greater 
n we had anti mprove.- 
Cipated, 


Quality contro] checks gh 


Some parts and 
conventional Plating 


Others, th 
{s avoided, 


Tovement 1s 
Partia) nd other flat 
ly Plated which 


he parts Stick together 


zine used the 
brass Plating with 
ting work it Bives 


890d res 
ults, 
able improvement ae 


Color 


In ada? ti 
*4i0lOn 

while turning out th ee 

Produced, @ best 


increaseq 

the 

Plating work we hase 20% 
er 


to our new RB 
Or 2w Be 
eration and will olke barrel an 


interesteg, 


imy 
glad to show to 


Very truly yours, 


P ATING WORK 
s 


au a 
upt., o a 
ng 


PLATING 
WORKS 


Ask your BELKE Service 
Engineer or write for literature. 


June, 
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Revotutionary 


The "Dual-O-Matic" Transformer Circuit manually 
operated from the Hi/Lo voltage selector switch 
is revolutionary in design and function as it permits 
the maximum DC amperes to be drawn on any volt- 


age setting from 2-12 volts without reconnecting the 
DC output terminals in parallel or series. The Hi/Lo 
Dual-O-Matic voltage selector circuit is exclusive 
with Clinton. 


Dual-O-Matic Production Models 


RATED D.C, OUTPUT 


1500 2-6 
Model 1512H02 yA Amps. Volts 
1500 6-12 
2000 2-6 
ya Amps. Volts 
2000 6-12 
3000 -6 
Model 3012H02 Amps. Volts 
3000 
4000 2-6 
Amps Volts 
4000 6-12 
-6 


Model 2012H02 


nN 


Model 4012H02 


PRICES F.0 8. CHICAGO 


Model 5012H02 


5000 12 

6000 6-12 


A.C. Input—3 Phase, 60 Cycle, 220 Volts. 


All series of the Clinton Heavy Duty Platers come complete Liberal trade-in allowance on your old rectifiers 


with built-in voltage regulators and all necessary operating accessories. Other Dual-O-Matic models available in all am- 
Dual-O-Matic 4-9/9-18 volt prices on request. peres and voltage ratings. Technical data bulletin 
available on request. 


Complete line of Germanium Rectitiers. 


4 Ge Supply Co. 110-112 $. CLINTON ST, CHICAGO 4, ILL. 
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MORE 
BETTER: 


t buff manufacturing 
buffs! Every 
d to answer 


Engineered to do 


1 buffing Jobs 


From the world’s larges 
plants come the world’s finest 
American Buff is carefully planne 


the specific problems of the 
duced of the fines 


expertly 

rials and For variety 
every nee erformance 
outstanding economy - - 

—you can’t buy a better buff! 


- 
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Automatic 
CENTERLESS 
BIAS BUF A 
F BIAS SISA utomatic bt 
i his versati BUFF ad 
and buff does both cutting NIT SiS AL BU ow 
ring on a wide vari Top-quality all- nent 
ety of new sisal gives this 
merican ‘“‘Auto- uff unmatched durability and fast rin chat for fast cutti 
s shi in 
cutting. Exclusive “‘permanizing”’ ‘cl surfaces Sie 
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Automatic 


“OPEN” BIAS SISAL BUFF 


Ruffled face eliminates troublesome streaking. 
New, exclusive ‘“‘open’”’ design combines the 
best features of both Bias Cloth and Bias Sisal 
buffs for fast cutting and high lustre finishing. 
Made of top-grade ‘‘Permanized” sisal, with 
or without cloth layers—in air-cooled Perma- 
nent Center construction. 


2414 South La Salle Street 


Conventional 


SISAL BUFFS 


Top-quality ‘“‘“Permanized” sisal, ina variety 


of constructions: All-Sisal for even finish; H 0 TE 
Sisal with Cloth for long wear; Sisal with L 


Krinkle-Kraft Paper for extra-sharp cut- 
ting; and Custom-Treated Sisal, for harsh 


or soft cutting to meet your specific needs. 
Licensed under the Bias Sisal Buff Pat. No. 2642706. 


AUTOMATIC BUFF COMPANY Division of 


Chicago 16, Illinois 


Telephone: CAlumet 5-1607 
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SRHS ‘Chromium improves plating operations 


Successful barrel 
for plating 
chromium 


Small parts are being quality plated 
easily, quickly and with great econ- 
omy today in Unichrome 24-inch 
batch-type Chromium Plating Bar- 
rels. Batch plating permits time to 
be varied to control deposit thick- 
ness. The operator loads parts into 
the barrel, unloads from a tray min- 
utes later. Work shows no contact 
marks. The whole unit occupies only 
4x6 ft. floor space. 


BRIGHT NICKEL PROCESS 
WITH STABILITY 


Over 4 years’ service experience 
with Unichrome Bright Nickel shows 
a consistent pattern of performance. 
The brighteners are stable and long- 
lived. Control problems are further 
simplified because the bath tolerates 
impurities so well. As for the bright 
deposits, they exhibit unusual recep- 
tivity for the subsequent chromium 
plate. Send for more information. 


Unichrome is a trademark of Metal & Thermit Corp. 


METAL & THERMIT 


CORPORATION 


General Offices: Rahway, New Jersey 
Pittsburgh ¢ Atlanta ¢ Detroit 
East Chicago © Los Angeles 
In Canada: Metal & Thermit—United Chromium 
of Canada, Limited, Toronto 1, Ont. 
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Platers find they cut costs and im- 
prove plating quality, too, when 
ordinary chromium is replaced 
with Unichrome SRHS Chromium 
Solutions. Today’s large scale ac- 
ceptance of this leading process 
confirms that such benefits are ob- 
tained consistently. 


EASIER OPERATION 


One remarkable feature about 
SRHS Solutions is the self regul- 
ation of important chemical con- 
stituents. By maintaining them- 
selves in peak plating balance, the 
baths give platers greater freedom 
from control problems and a more 
foolproof operation. 


DOUBLE THE SPEED 


Using SRHS Chromium, plants 
have been plating up to twice as 
fast as with ordinary chromium. 
Power consumption frequently 
drops, too, due to higher cathode 


METAL 


To maintain the SRHS Bath, an easy, solution-den- 
sity reading is taken. When the readings indicate 
need for solution maintenance, simply adding a 
single SRHS material as at left will bring solution 
back to optimum plating balance and keep it there. 


Self-regulated,"SRHS" maintains its wide bright plat- 
ing range and assures quality deposits. Note how 
on this part the plate misses no areas yet burns no 
projections. 


efficiency. Many a hard-pressed 
plant has gained more production 
capacity without extra equipment 
merely by switching to SRHS 
Chromium. 


QUALITY DEPOSITS 


Unichrome SRHS Solutions have 
wider bright plate range. They 
thereby reduce burning and miss- 
ing ... major causes of rejects. 
These time-confirmed improve- 
ments are worth full investigation 
by any plater still working with 
ordinary chromium. Send in for 
details. 
FINISHING, 
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shoehorns 


There's virtually no limit to the wide 


j variety of parts, materials and shapes that 
can be finished in quantity by the tumbling 
method . . . using Borolon abrasive. 


Each abrasive particle is a dense, solid 
mass of tough, fused crystalline aluminum oxide 
... fast cutting and resistant to acids and 
alkalies. Furnished in lumps (#00 to #3) 
‘ and all screened sizes. Used in all types of 

tumbling and precision barrel finishing equipment. 


CALL YOUR SIMONDS 


SIMONDS ABRASIVE COMPANY PHILADELPHIA 37, PA. 


‘) Branch Wareh : Boston, Detroit, Chicago, Portland, San Francisco. Distributors in Principal Cities 
. Division of Simonds Saw and Steel Co., Fitchburg, Mass. 


LOCAL STOCK 
FAST SERVICE 
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ROW equipment 


Automatic Machines for Plating-Anodizing, etc. 
Dryers, Centrifugal 

Partially Automatic Plating Machines 

Plating Barrels 


Rectifiers 


Rheostats, Switches — Controls 


Tray — Transfer Type Cleaning — Rinsing — 
Dipping Units 


Tumbling Barrels — “Horizontal” — “Tilting” 


Special equipment designed and built 


COMPLETE DETAILS SENT PROMPTLY ON REQUEST 


RHEOSTAT AND SUPPLY 


3465 N. KIMBALL AVENUE + CHICAGO 18, ILLINOIS 
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“Stand-It-All’ Rack Patch 
does the complete patching 
job on your insulated plating 
racks. One or two coats are 
ample and it is air dry. 


with 


ERECT-A-RACK 


Now you can make up your racks exactly as you need . 


them, when you need them, at the lowest possible cost. aap |] 
You can cut rack preparation time to a fraction for 

those emergency jobs—using pre-formed parts. 

No bulky equipment needed for bending and forming 

—you need only a screw-driver and wrench. Simple _ It’s a must for 
and fast assembly gives you almost any possible com- 
bination of rack contacts and arrangements. 

You can have the necessary parts for any rack you're 
likely to need, right in your own stock. A full range replacement. . 
of standard parts is available—all you do is clamp the 

desired contacts on a spine, slide them along to get 

the desired spacing, and tighten. 

No holes to drill—no “not quite right” racks—no big Injured Areas 
equipment needed—no high cost. wae Wee Are Mended to 
With ERECT-A-RACK you can make up common or Perfection With 
really “special” racks—any number of combinations Just a Squeeze 
are possible. A few common arrangements are shown. of the Tube... 


patching after 
making a tip 


A STANDARD PRODUCT OF THE “WORLD’S LARGEST PLATING RACK MANUFACTURERS” 
METAL FINISHING, June, 1956 
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Grill Diamond’s 


service department 


on chrome plating 


Call in Diamonp technical specialists when you run 
into a chrome-plating problem. These experienced 
men work only on customers’ questions. They de- 
liver complete, profit-making answers. Their service 
is free. 

In making chromic acid, Di1AmMonp controls 
quality through every step. DIAMOND experience 
begins with importing the chrome ore and making 
the soda ash. It includes production and delivery 
. . . even standing by your side, if you wish, to help 
you get top-quality plating results at low cost. 


Diamonp facilities—two chromic acid plants and 
nine warehouses and sales offices across the country 
—assure you uninterrupted service from a depend- 
able source of supply. DiaMonp ALKALI ComMPANy, 
300 Union Commerce Building, Cleveland 14, Ohio. 


Diamond 
Chromic Acid 
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CHECK THESE PRICES 


for General Electric Air-cooled Germanium Platers 


6 volts, 1500 amps . .$1565.00 
12 volts, 1000 amps. . $1616.00 
12 volts, 2000 amps... $2465.00 


NOW EVERY PLATING SHOP can take advantage of the 
long life and operating savings of germanium with: 


1 THE UNIQUE G-E TRUE HERMETICALLY SEALED GER- 
MANIUM CELL—that safeguards the germanium from 
corrosive atmosphere. 


2 THE UNIQUE G-E GERMANIUM PROTECTIVE SYSTEM— 
the first protective device designed specially to help 
safeguard the germanium cell against all types of over- 
loads. Provides an original advance-warning feature to 
help prevent costly, sudden shutdowns. 


3 GENERAL ELECTRIC EXPERIENCE IN GERMANIUM— 
over 13,000 kilowatts (2,000,000 amperes at plating volt- 


ages) of germanium rectifiers installed and operating. 
General Electric Co., Schenectady 5, N. Y. 463-14 


shown here. 


CALL YOUR AUTHORIZED GENERAL ELECTRIC PLATING AGENT TODAY. 


M. E. BAKER CO., Cambridge, Mass. GENERAL ELECTRIC SUPPLY CO., Cleveland, _F. B. STEVENS CO., Detroit, Mich. 

BELKE MFG. CO., Chicago, Ill. Ohio MEAKER CO., Cicero, Ill. 

THE CHEMICAL CORP., Springfield, Mass. FRED GUMM CHEMICAL CO., Kearny, N. J. — GEORGE L. NANKERVIS CO., Detroit, Mich. 
CLEVELAND ELECTRIC CO., Atlanta, Ga. LASALCO, INC., St. Louis, Mo. , : 
FITZPATRICK ELECTRIC SUPPLY CO., Mus- LEA MANUFACTURING CO., Waterbury, "HE REYNOLDS CO., Philadelphia, Pa. 
hegen, STANDARD PROCESS CORP., Chicago, III. 
COMCO, INC., New Haven, Conn. WILLIAM LYNN CHEMICAL CO., INC., Indian- | UDYLITE, Detroit, Mich. 

W. M. FOTHERINGHAM CO., Buffalo, N.Y. _—_apolis, Ind. S. A. DAY, Buffalo, N. Y. 
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SPECIAL REPORTS ON 
FINISHING NON-FERROUS METALS 


NUMBER I—Decorative, 


Corrosion-Resistant Finishing 
with Iridite 


Chromate conversion coatings are well known and accepted 
throughout industry as an economical means of providing 
corrosion protection, a decorative finish or a good paint base 
for non-ferrous metals. However, continued developments are 
so rapid and widespread that many manufacturers may not 
be completely aware of the breadth of application of this type 
of finish. Hence, this digest of current information; to bring 
you up to date on the many ways in which you can combine 
salable appearance with durability in one finish at a com- 
petitive price advantage. Report II on paint base, corrosion- 
resistant finishes and Report III on chemically polished, 
corrosion-resistant finishes are available on request. 


First, as a basis for this discussion, a “‘decorative”’ finish is 
considered as any chromate film that is used as a final finish 
in itself. It may be truly decorative in that its sole purpose 
is to enhance the beauty of the product. For example, a 
bright chrome-like finish or a pleasing bronze appearance are 
among the many effects that can be obtained. It may be 
functionally decorative in that it reduces reflectivity for 
camouflage purposes or provides a means of color-coding 
parts. But, in all cases, the Iridite films protect the metal 
against corrosive attack. 


Iridite finishes are now available for all commercial forms of 
the more commonly used non-ferrous metals, including zinc, 
cadmium, aluminum, magnesium, silver, copper, brass and 
bronze. These films can produce a wide variety of pleasing 
appearances. The basic colors of the Iridite coatings are 
grouped below by metals. 


ZINC and CADMIUM: Metallic bright, light iridescent, 
iridescent yellow, bronze, olive drab. 


COPPER, BRASS, BRONZE: Metallic bright, yellow. 
ALUMINUM ALLOYS: Clear, iridescent yellow, brown. 


MAGNESIUM ALLOYS: Metallic bright, iridescent 
yellow-red, brown. 


SILVER: Metallic bright. 


In addition, many films can be modified by bleaching or by 
dyeing. Among the dye colors available are various shades of 
red, yellow, green, blue or black. 


Depending upon the metal and the Iridite used, corrosion 
resistance of clear and bright films ranges from mild passivity 
to as high as 500 hours in salt-spray; on heavier dark films, 
salt-spray resistance ranges from approximately 100 to 1000 
hours. 


It is this combination of decorative and corrosion resistant 
properties that accounts for the widening use of Iridite finishes. 
For example, Iridites #4-73 and #4-75 (Cast-Zinc-Brite) 
make possible for the first time, a combination of lustrous 
chemical polishing of the as-cast surface of zinc die castings 
and good resistance to corrosion. Further, in many cases, 


® 
WHAT IS IRIDITE? 


Briefly, lridite is the tradename for a specialized line 
of chromate conversion finishes. They are generally 
applied by dip, some by brush or spray, at or near 
room temperature, with automatic equipment or 
manual finishing facilities. During application, a 
chemical reaction occurs that produces a thin (.00002” 
max.) gel-like, complex chromate film of a non- 
porous nature on the surface of the metal. This film 
is an integral part of the metal itself, thus cannot 
flake, chip or peel. No special equipment, exhaust 
systems or specially trained personnel are required. 


sizeable savings in the cost of buffing and electroplating are 
realized. 


On many steel parts, a simple system of zinc or cadmium 
plate and bright Iridite is used instead of more costly electro- 
plated finishes to provide a bright, decorative and protective 
finish with tremendous savings in material, equipment and 
labor. 


In finishing aluminum, where corrosion resistance or paint 
adherence is the prime consideration, the aircraft industry 
has all but abandoned the anodizing process in favor of 
recently developed chromate conversion coatings, among them 
Iridite #14 and #14-2 (Al-Coat). These formulations and 
their method of application can be varied to retain the original 
metallic appearance while providing acceptable corrosion re- 
sistance, or to produce a fully colored brown finish that 
offers exceptional corrosion protection. Again, time and man- 
power savings are astounding—one company saved at least 
$15,000 a year on maintenance of racks alone and another 
$40,000 on materials and labor in only nine months. In addi- 
tion, of course, hundreds of thousands of dollars are saved by 
eliminating the need for expenditures for generators, heating 
equipment and racks. 


Iridites are widely approved under both Armed Services and 
industrial specifications because of performance, low cost and 
savings of materials and equipment. 


In planning or designing, you should consider the many other 
characteristics of Iridite finishes which may enter into the 
specific problem. In addition to having decorative and pro- 
tective functions, these chromate coatings form an excellent 
base for organic finishes and bonding compounds. They have 
low electrical resistance. Some can be soldered and welded. 
The Iridite film itself does not affect the dimensional stability 
of close tolerance parts. 


You can see then, that with the many factors to be con- 
sidered, selection of the Iridite best suited to your product 
requires the services of a specialist. That’s why Allied main- 
tains a staff of competent Field Engineers—to help you 
select the Iridite to make your installation most efficient in 
improving the quality of your product. You'll find your 
Allied Field Engineer listed under ‘‘Plating Supplies” in your 
classified telephone book. Or, write direct and tell us your 
problem. Complete literature and data, as well as sample 
part processing, is available. Allied Research Products, Inc., 
4004-06 E. Monument Street, Baltimore 5, Maryland. 


(ADVERTISEMENT) 
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Why accept imitations when the 


original costs no more!”’ 


Holders of the originn! 
on Bios Sisco! 
teffis—U. Pat. No. 


It took specialized “know-how” to conceive 
and create the first patented Bias Sisal Buff! 
And that same knowledge has been steadily 
enlarged and improved by the ablest, most 
experienced staff in the business—concen- 
trating on this type of buff. Today, our 
modern, efficient plant proudly produces 
buffs that meet the most exacting require- 
ments of the metal finishing industry 
Always insist on original quality. Specify 
JOE-D—America’s finest Bias Sisal Buffs. 


The JOE-D line covers a com- 
plete selection of Bias, Bias 
Spoke (Finger), and Conven- 
tional Buffs — as well as qual- 
ity Polishing Wheels. 


ATTENTION: JOBBERS! 
Some choice territories 


still available. Vi Buff Company 


WRITE TODAY! SANDWICH, ILLINOIS © TELEPHONE 2171 
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The degreaser! 


revolutionary new design means: 


30% LESS SOLVENT! 
40% LESS MAINTENANCE! 
LASTS TWICE LONG! 


No other degreaser has ALL these features: 


CORROSION RESISTANT COILS Condensate coils are one- 
piece spiral copper tubing with nickel plated exterior 
surfaces. Exterior resists degreasing solvents and hydro- 
lysis . . . interior is superior to galvanized pipe for water 
transport. 


RECESSED CONDENSING COILS Condensing coils are re- 
cessed and placed directly over the storage tank, providing 
smooth, obstruction-free walls and easy operation. 


DOUBLE THE LIFE Water condensation and resultant 
hydrolysis will not take place along sides, causing them to 
rust. No rusty condensate troughs to patch or replace... 
a tremendous improvement, doubling the life. 


LEAK-PROOF PUMP Circo’s new pump has performance, 
corrosion resistance, longevity and non-leaking qualities. 
All pumping parts are fabricated of stainless steel . . . the 


CIRCO EQUIPMENT COMPANY 


51 Terminal Avenue. Clark (Rahway), New Jersey 


rotor and end plates are nickel clad. The new Circo pump, 
without stuffing box, rotary seals, coupling drive sheaves, 
or V belts, uses a rotating magnetic field to drive the impel- 
ler, and is virtually foolproof. It’s safely sealed—leaking is 
impossible. 


DEMAND TYPE WATER CONTROL A water temperature 
regulator to accurately control water in the coil and insure 
a 90° to 120° F. temperature for water entering the water 
jacket, eliminates water condensation which would result 
in hydrolysis, rusting and acid solvent. 


CIRCO DEGREASERS for every need are available in cor- 
rosion-resistant compact units for Abie small shop, large 
automatic models for mass production, and all sizes be- 
tween. Sturdy and dependable’ vapor, solvent-vapor-sol- 
vent, vapor-spray and ultrasonic models make Circo the 
standard for performance and long life. 


Complete information on request. 
Bulletin OP2 on solvent degreasers 
Bulletin UC1 on ultrasonic equipment 
Bulletin 521 on metal washing equipment 


OFFICES IN PRINCIPAL CITIES e NATION-WIDE ENGINEERING FIELD SERVICE 
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TUBULAR FILTERS 
New operating convenience 
for smaller filtration jobs. 
Ideal for polishing liquids, 
as a trap filter and as a 
scavenger for larger filters 
the cost is less than a scav- 
enger plate. This filter's “in- 
side-out"” flow system and 
the use of simple filter paper 
liners makes it unusually easy 
to operate. 

BULLETIN 7S-160-755 


WATER 
SOFTENERS 

One operation, rapid Zeo- 
lite Water Softeners. Fully 


automatic, semi-automatic or 
manual controls. 


BULLETIN 211 


HORIZONTAL 
FILTERS 


These filters offer many features 
to increase efficiency in filtering 
operations. Hydraulically oper- 
ated, quick opening door and 
fully exposed leaf assembly 
simplifies cleaning and inspec- 
tion. Built to ASME Code with 
self-cleaning features: air wash, 
sluicing or shaking. 
Ask for Bulletin NH-155 


ION 
EXCHANGERS 


With operating costs figured in 
pennies per thousand gallons, 
Industrial ion exchangers are spe- 
cially built for water purification, 
waste treatment, metal recovery 
and other solution treatments. 


BULLETIN 200-SM 


CENTRIFUGAL 
PUMPS 


Specially designed rubber 
lined pumps for corrosion and 
abrasion resistance. Only a cut- 
away model can show the many 
features that spell long life 
and low maintenance. 


BULLETIN 300 


What’s new in plating equipment? .. . 


See Industria 


Every one of these units is the latest of its kind . . . with exclusive features to help 
you improve plating quality or save costly materials. When you enlarge or add to 
your plating lines—see Industrial . . . you'll find that something new has been added. 


HYDRA-SHOC FILTERS 
Clean themselves in seconds with- 
out back-flow pumps or filtered 
water supply. Hydra Shoc is a 
tubular filter with hard wearing 
synthetic fabric sleeves. The 


unusual self-generated pressure 
system provides a back-surge 
that instantaneously expands 
the sleeves, dislodges and 
drains off the filter cake. 


BULLETIN 114 


WASTE 
TREATMENT 


For recovery, or destruction of 
chemicals for disposal. Many 
Industrial recovery systems have 
paid out their cost in a few 
months. Complete service from 
solution analysis to installation. 


VERTICAL FILTERS 


Built to ASME Code in a 
wide range of materials and 
sizes. Available with such 
convenient features as: bot- 
tom-opening chambers, 
clean-out doors, quick- 
opening covers, jacketed 
shells . . . and time-saving 
rapid cleaning devices: air 
wash, sluicing and mechan- 


ical shakers. 
Ask for Bulletin 100 


HEAT 
EXCHANGERS 


For corrosive or non-corro- 
sive liquids and gases. 
Industrial builds these to suit 
the job and can furnish all 
auxiliary pumps, piping and 
fittings. 


BULLETIN 600-2-354 
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CROWN SELENIUM RECTIFIER stacks are custom- 
built to rigid specifications and are conservatively 
rated to insure long life and high efficiency. 


CROWN RECTIFIERS contain only the finest in 
materials and workmanship. They are compact in 
design, are completely protected against over- 
loads and excessive temperatures, and are 
factory-tested under field conditions for your 
protection. 


Competitively priced, they are available in all 
voltage and current ranges, in all types of manual 
or automatic controls, giving the finest equipment 
available at low initial cost. 


Dependable D.C. Power 
for Electro-chemical Requirements 


CROWN 


MANUFACTURED BY 


CROWN CHEMICAL AND ENGINEERING CO. 
4722 WORTH ST., LOS ANGELES, CALIF, 
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CROWN GERMANIUM RECTIFIERS are high in 
efficiency, over 90% in some ratings. They con- 
tain only selected and pre-tested balanced ger- 
manium junctions which are positively protected 
against current overloads and short circuits. 


CROWN RECTIFIERS are designed to give con- 
tinuous trouble-free service and are factory-tested 
to perform satisfactorily under all operating 
conditions. 


You can purchase a CROWN GERMANIUM 
RECTIFIER in any voltage or current range with 
any type of manual or automatic control at a 
competitive price, giving you the highest quality For more specific and technical information concerning , 


at low initial cost. your application, write Crown Chemical and Engineering 
Co. today...or contact your nearest authorized distributor 


GERMANIUM 


SELENIUM AND GERMANIUM R ER 


WEAVER ENGINEERING & SUPPLY, Grand Prairie, Texas » CARMAC CHEMICAL COMPANY, Pittsburgh, Pa. 

THE CHEMICAL CORPORATION, Springtiel’ ‘ass. CROWN RHEOSTAT & SUPPLY Chicago, Minois 
COMPANY, Grind Rapids, Wich. CANTO! PATERS SUPPLY, Canten, Ohio GEORGE ¥. MORNIS, Piifadelphia, 
Buffaio, new York » EQUIPHENT CORP. Sylvania, Ohio 
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PENNSALT CLEANER 36 is an extra- 
heavy-duty alkaline soak-tank cleaner 


that removes the bulk of the greasy, oily 
soils on steel or copper parts before 
electrocieaning. Thus the electrocleaner 


bath lasts longer, works more efficiently 
on smut and impacted soil. Pennsalt 
Cleaner 36 keeps soil in suspension 


once it’s removed, won't let it 
redeposit on the work. 


S —= 


PENNSALT CLEANER K-8 is the 
all electrocleaners, recommended for 


removal of the toughest impacted soils 
and pickling smuts. An excellent con- 
ductor, K-8 lets maximum current flow 
at low voltages. Plating rejects drop 
to a new low—your production 
becomes more profitable. 


PENNSALT CLEANER PM-90® is a bal- 
anced inhibited-acid pickling agent that 
removes all traces of rust and scale, 
leaving the base metal bright and ready 
for a highly reflective plate. Special con- 
ditioning of PM-90 does away with the 
film problems formerly associated with 

acid pickling. No more fume prob- 
lems, either; pickling is fast 
and trouble-free. 


| Pennsalt 
| Chemicals 


Metal Cleaners * Phosphate Coatings * Cold-Working Lubricants 


BET T&R START 


control 
all down 
the line 


with 


NEW 


Now—electroplaters can be sure of complete 
control over the cleaning cycle, and thus 
benefit through an amazingly bright, uniform 
plate...a drastic cut in plating rejects... 
true economy in chemicals and operation. By 
using the new Pennsalt Super-Cycle, you 
assure yourself a perfect balance of high- 
potency cleaners designed for each other and 
for your plating line. These cleaners are great 
separately —but they’re SUPER when used 
in the Super-Cycle! 


LONG BATH LIFE. The unusual teamwork of 1 
the Super-Cycle extends the life of all three . 
baths by giving one specialized job to each n 
cleaning tank. Thus your steel or copper parts 

are speeded through the cycle, given “‘expert”’ n 
care in each stage. Results: A wider margin 0 
of safety, a top-quality plate, a shattered re 
record for low rejects. P 


WATCH THE SUPER-CYCLE WORK in your «+ 
plating line, and learn the pleasant price facts 
about all three cleaners bought as a unit! 
Call the Pennsalt man for a demonstration in 
your equipment, or write Metal Processing, 
Dept. 213, Pennsylvania Salt Manufacturing 
Company. East: Three Penn Center Plaza, 
Philadelphia 2, Pa.; West: Woolsey Bldg., 
2168 Shattuck Ave., Berkeley 4, Calif. 


R YOUR FINISH 
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] Low initial and low oper- 
ating costs are features of 
this newly introduced small 
automatic which has a big 
capacity for its size. 


Unit’s load capacity, me- 
chanical flexibility and lift 
design meet tomorrow’s 
increased safety and pro- 
duction requirements. 


> 


om, 
EVA D E 
Rack Type Machine 
A compact automatic proc- i 
essing machine, embody- 
ing the famous Stevens aux- i 


iliary cam shaft and lifters 
for rapid vertical transfer. 


A proven automatic barrel 
machine for plating and 
processing small parts. Only 
unit with fully automatic 
load and unload features. 


> 


MODEL " 


” 
Rack Type 


Features rapid, continuous 
movement processing em- i 
ploying hump type cams. 
Design permits utmost me- 

chanical and cycle flexibility. 


Large capacity automatic 
barrel unit for volume pro- 
duction. Embodies major 
features of the famous 
Stevens Model machine. 


The Stevens family is now complete. Six Stevens auto- operations. Stevens can furnish a job-engineered, cost- 
matic plating and processing machines fill every need for cutting, fully automatic machine that will answer every 
metal finishing. production need whether it be for electroplating, cleaning, 
Latest addition to the complete line of Stevens automatic anodizing, bright dipping. You will get better control, better 
metal finishing machines is “Little Steve.” Announcement finishes and eliminate rejects with Stevens Automatics. 


of the new “Little Steve” follows by a few months the 


recent introduction of Stevens heavy-duty “Stevadoer matics can be engineered for your metal finishing oper- 


Processing machine. ations? Call in a Stevens Sales Engineer today or write 
Now you can go automatic in any and all of your plating direct to — 


BRANCHES: BUFFALO CLEVELAND INDIANAPOLIS NEW HAVEN EREDERIC. 


ra VISIT US AT OUR SUITE HOTEL STATLER 
DURING THE AMERICAN ELECTROPLATERS 


\ SOCIETY NATIONAL CONVENTION INCORPORATED 


on YOUR METAL FINISHING SUPERMARKET 


MICHIGAN 


Why not see how one of*Stevens great family of auto- 
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DAYSTROM 


INSTRUMENT 
DIVISION 
USES 


Chiorinator 


Recirculating 
Pump 


Wiel Cyanide & Chrome Waste Treatment 


The Daystrom Instrument Division of Daystrom, 
Incorporated, located at Archbald, Pennsylvania, 
has provided a compact and efficient treating 
plant to destroy the toxic components of their 
plating waste. The treatment plant has been in 
continuous operation since 1953. 


The cyanide bearing waste is treated with chlo- 
rine and caustic, using a W&T Water Diaphragm 
Chlorinator and a W&T Chemical Solution 
Feeder. The treatment breaks down the cyanide 


to harmless carbon dioxide and nitrogen gas 
components. 


The chromium bearing waste is treated with sul- 
phur dioxide and lime, using a W&T Sulphonator 
and a W&T Dry Chemical Feeder. The treatment 
removes the toxic chromium and other heavy 
metals from solution, to be disposed of as sludge. 


If you would like more information on Wallace 
& Tiernan cyanide or chromium waste treatment, 
write for bulletin RA-2120-CM. 


WALLACE & TIERNAN INCORPORATED 


25S MAIN STREET, BELLEVILLE 9, NEW JERSEY 


1-52 
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All these and many more products can be finished less expensively with this plate 


[WA Bronze Plating Discovery 


eliminates buffing 


...excellent corrosion resistance 


minimizes need for nickel 


Here’s a revolutionary advance in electro- 
plating—"’Bright LUSTRALITE 10, a new 
process that gives you several important 
advantages. 


The plate has remarkable leveling power, 
with a true bright finish that needs no 
buffing or polishing. Its outstanding cor- 
rosion resistance makes it an excellent sub- 
stitute for nickel. It eliminates the need for 
a copper plating and can replace all or 
most of nickel plating normally required. 


“Bright LUSTRALITE 10” produces a bril- 
liant bronze that’s fine-grained and hard 

practical for both decorative and 
corrosion-protective purposes. Learn for 
yourself how it can help you speed plating 
operations, cut production costs and im- 
prove your products. It’s available through 
the same distributors that handle other 
Battelle processes listed on the opposite 
side of this page. 


. For more information about 
ttelle-developed processes, get in 
ich with any of these authorized 
ttelle Development Corporation 
tributors. Each is fully equipped 

. 
give you complete data and 
hnical help. 


EAST 


THE ENEQUIST 
CHEMICAL COMPANY 
100 Varick Avenue 
Brooklyn 37, New York 


OBELL CHEMICAL COMPANY 
Rockwood Place 
Rochester, New York 


ACDERMID, INCORPORATED 
Waterbury 20, Connecticut 


MIDWEST 


THE GLOBE CHEMICAL 
COMPANY 
Murray Road at Big Four R. R. 
Cincinnati 17, Ohio 


—also Dayton and Louisville 


P. B. GAST AND SONS 
1515 Madison Avenue, S. E. 
Grand Rapids 7, Michigan 


DRITE CHEMICAL COMPANY 
605-621 South 12th Street 


Milwaukee 4, Wisconsin 


LASALCO, INCORPORATED 
2818 LaSalle Street 
St. Louis 4, Missouri 


WEST 


L. H. BUTCHER COMPANY 
3628 East Olympic Boulevard 
Los Angeles 23, California 


— also San Francisco, 
Portland, Seattle and 
Salt Lake City. 


Be sure to read about “Bright LUSTRALITE 10” 
on the opposite side of this page. . . 


other Battelle Processes that 
simplify plating, add beauty and 
improve products 


A wide range of finishes is available. Gives products new sales values. 
Extraordinary smoothing action produces a micro-polished effect. ‘‘True 
metal color’’ is achieved with a lustre not attainable with belts or wheels. 
Metal surfaces remain undamaged. 


Electrodeburring—A variation of electropolishing, excellent for 
smoothing sharp, burred metal for safe handling and precision func- 
tioning. Indispensible for parts having burrs in hard-to-reach places. 
For many items, electroburring plus electroplating produces the best 
possible and most economical finish. 


Smooths as it brightens. Won't etch. Brings out basic lustre. Especially 
suitable for small parts and those of intricate design. Can be plated over. 
Easy to install and operate . . . requires only a tank and heating element. 


STANDARD Bright Nickel 


Produces mirror-like surfaces. Has excellent leveling action, ductility, and 
corrosion resistance. Very hard (Knoop 500-580) and wear resistant. On 
18-gauge steel, can be bent around a 12-inch radius without cracking. 


Tin Immersion 


Coats copper and a variety of brasses and bronzes against ‘‘green water."’ 
Coats wires against corrosion. Easily controlled cold bath. 


LUSTRALITE Electroplating Processes also include LUSTRA- 
LITE 20, a rich golden plate; LUSTRALITE 10, a deep bronze red; and 
LUSTRALITE 45, silver white, of sterling appearance. Data upon request. 


ase let me have more information. | am particularly interested in the 
owing Battelle processes: 


‘UR NAME 


nearest you 


ZONE_ STATE 


| 


want more data? 


mail coupon 
to distributor 


— 
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| 
| 
| 
Chemical Polishing 
| 
| 
4 


LASALCO’s DAW JUNIOR 


AUTOMATIC 
‘PLATING MACHINE 


AUTOMATIC UNLOADING! Only plating machine built from which work is unloaded 
from racks or wire fingers without operator’s attention. 


_ AUTOMATIC SELECTIVE CYCLING! Completely automatic by-passing of 
tanks, or any type of combination cycle can be arranged on the Daw Junior. 


COMPLETELY VERSATILE! Individual tanks and carrier sections may be quickly removed 
to shorten machine—or added to lengthen machine. Can be easily installed to fit any 
unusual or limited floor space. The Daw Junior requires extremely low headroom. 


SAVES PLATING TIME! Continuously moving cathode permits plating at higher 
current density thus reducing plating time far below machines with intermittent movement. 


MINIMUM DRAGOUT! Automatic cam lift between tank-to-tank transfers eliminates 
solution dragout to absolute minimum regardless of shape or size of workpiece. 


MONEY MAKER! Daw Junior has proved itself one of the most 
efficient machines ever developed for plating small and medium size 
parts with utmost speed and economy. 


Write For Illustrated Catalog 
HOME OFFICE IN TEXAS 
PRospect 1-2990 Blackburn 3-4921 
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CURE-ALL 


Experience with plating waste treatment ' 
has shown staff and consulting engineers 
that no one process or type of equipment 
is generally applicable to all problems. 
Thorough evaluation of the many factors 
involved is necessary in each case. 


Whether. the solution required 
is ion exchange or precipitation 
Graver has complete equipment 
to do the job. 


Graver can offer you: 


*Choice of either basic process 
and equipment 


*Engineered flexibility to suit 
individual requirements 


*Advanced equipment design 
proven in hundreds of installations 


*Over 45 years’ experience in the water 
and liquid treatment field 


WRITE FOR BULLETINS AND TECHNICAL ARTICLES: 
WC-103 A — Reactivators e WC-111 — lon-Exchangers 

T-136 —Plating Waste Solutions — Recovery or Disposal 

T-130 — lon Exchange A Practical Tool in the Plating Room 
T-123 — Applications of lon Exchange to Plating Plant Problems 


Industrial Waste Treatment Dept. W-113 


GRAVER WATER CONDITIONING CO. 
A Division of Graver Tank & Mfg. Co., Inc. 


216 West 14th Street, New York 11, N. Y. 
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ROHCO | STILL OR J 


TOMATIC (Powder or Liquid) 


From conduit boxes to chrome-like hardware, thousands of 
plants are realizing outstanding performance and economy 
from ROHCO Zinc Brighteners. 

Write us, or call on your nearest ROHCO DISTRIBUTOR for the whole story! 


R. 0. HULL & COMPANY, INC. 1302 Parsons Ct., Rocky River 16, Ohio 


DISTRIBUTORS AND STOCK POINTS: cnHicaGo, Ardco, Inc. . TORONTO, 
CANADA, Armalite Company, Ltd. * LOS ANGELES-SAN FRANCISCO, Crown Chemical 
& Engineering Co. * ST. LOUIS, Davies Supply & Manufacturing Co. * NEW ENGLAND, 
NEW YORK, PENNSYLVANIA, Enthone, Inc. ° MINNEAPOLIS, W. D. Forbes Co. e 
BINGHAMTON, Austin F. Fletcher, Inc. ° OREGON, WASHINGTON, Great Western 
Chemical Company °* DALLAS and DAYTON, R. O. Hull & Company, Inc. * DETROIT, 


George L. Nankervis Co. 


“THE HULL CELL TEST MAKES PLATING BEST” 
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| 
ROHCO 150 BARREL PERMA-BRITE B BARREL 
PERMA-BRITE B-150 BARREL PERMA-BRITE B-400 BAR 
 PERMAGBRITE S-120 STILL OR 


@ For Polishing and Buffing, 
De-burring, Wire Brushing 
and Micro-finishing 


@ Rotary Automatics 
Straightline Audtomatics 
Semi-Automatics 


@ Backed by half a century 


of specialized experience 
and progressive development 


@ Proved performance and 
dependability in industry 


n together 
pon finishing 


t 
requirements. On 
data we will offer rec 


quotations. 


jon an 
of samples an 


dations an 


Ac ME Co. 


1400 €. 3 MILE RD., DETROIT 20 mich. 


OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR NEARLY HALF A CENTURY 


CATALOGS ON REQUEST 
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Willi | 
Precision-engineered for perfect 
balance throughout 
running at highest speeds GIVE YOU LONGER SERVICE 
: t 
Cut on the bias for extra life GREATER PROTECTION: 
For over half a century, Williamsville Buffs 
3 High-count long fibre cotton will e have beosted production — cut overhead costs . 


not fray or ravel “ — in plants all over the country. Ask us for 
the answer to your buffing problems now — 
write, wire or phone! 


BUFF DIVISION 
Bullard Clark Company 
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FINISHED 


for 5 REASONS 


The 5 important features you get with Du-Lite: F 


T= A thorough study of your 
requirements. 


2= Design and installation of correct 
equipment. 


: 3-= Training of your employees in the easy, 
trouble free Du-Lite processes. 


4= Production tested chemicals to insure 
constant uniformity. 


5= Constant, on the spot assistance for 
all cleaning and finishing problems. 


Specify Du-Lite products and equipment for: 


CLEANING, BURNISHING OR BLACKENING— 
Steel, Stainless, Cast Iron and Ferrous Alloys; Brass, Copper, Zinc. 


RUST PREVENTIVE COMPOUNDS. | 
PHOSPHATE SPRAYING OR DIPPING—Steel, Iron and Zinc. 
COLORING SILVER SOLDER. 

REMOVING OXIDES AND OCCLUDED SALTS. 


§ 
Eel 


COLORING 
PROCESS 


vane MARK 
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RENEWS PLATING BATH. This 

cycle removes aluminum, cop- 

per, iron and other impurities 
..- allows continued re-use of 
bath . . . eliminates disposal 
problem. Compared with the 
usual toxic-waste disposal 
equipment, ion exchange 
saves up to 50% on initial 
costs, 75% on operating 
costs, 80% on floor space. 


RENEWS RINSE WATER. Cation 
unit removes metallic impuri- 
ties... anion unit removes 
chromic acid . . . allowing con- 
tinued reuse of rinse water. 
Cuts consumption 90%! 


| 


CHROME PLATE 
OR ANODIZE 


CAUSTIC 


RECLAIMS CHROMATE. This 
cycle picks up chromic acid 
removed from the rinse 
water and returns it to the 
plating bath. Chromate 
saved in the plating bath 
and rinse water often 
pays for the entire ion 
exchange installation! 


SAVINGS FOR SMALL 
PLANTS. lon exchange econ- 
omies apply to small plat- 
ing plants as well as large. 


AUTOMATIC CONTROLS for ion ex- 
changers in an auto parts plating 
plant. These controls simplify opera- 
tion. No specially trained operators 
or technicians required. 


©The Permutit Company j 


lon Exchange Cuts Plating Costs 


Modern ion exchange equipment really pays off for 
plating plants. Here’s why: 


Faster production. Dip periods are shorter, and 
there’s no down-time for dumping because baths are 
always at full strength. Time savings are biggest for 
bright-dipping, anodizing, etching, stripping. 


Better quality. Clean baths produce more uniform 
plating deposits. Clean rinses prevent water stains 
and spots. 


Lower operating costs. Contaminant-free baths use 
less current. The improved quality means fewer rejects 
... and reduced polishing and wiping costs. 


A large aircraft manufacturer saved $10,000 on an- 
odizing in the first year with ion exchange. A leading 
auto maker prevented a stream pollution shut-down, 
improved quality, reduced costs . . . and uses the same 
METAL FINISHING, 1956 
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ion exchange equipment for treating other process 
water in the plant! 


Largest manufacturer of ion exchange equipment, 
The Permutit Company, is the only firm that offers a 
complete ion exchange service: rinse water or bath 
analysis, engineering, equipment, ion exchange resins 
and automatic controls... all from one source. 


For details, write: The Permutit Company, Dept. 
MF-6 330 West 42nd St., New York 36, N. Y. 


PERMUTIT 


rhymes with “compute it’’ 


ION EXCHANGE for Water Conditioning 
Chemical Processing * Industrial Waste Treatment 
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3 STANDARD SHAPES 


SHAPED, EXTRUDED APW SILVER ANODES 


CONTROLLED GRAIN SIZE: APW EXTRUSION PROCESS* controls grain size within definite limits—minimizes sheddings 


“TEAR DROP” 


ROLLED FLAT PLATE ANODE SECTION: Photomicrograph illustrates highly irregu- 


lar, uncontrolled grain size—a major cause of shedding and rough electrodeposits. 


The three standard shapes of APW Extruded Anodes were devel- 
oped to extend the useful life of anodes—to lower plating costs! 

Through scientific design, the distribution of mass material helps 
to maintain a more efficient ratio between anode weight and ac- 
tive surface area. After 85% by weight has been plated off, this 
APW anode retains 80% of its original active surface area! You 
profit three ways with longer anode life, minimized polarization 
and less silver scrap to be refined. 

Another equally important advantage of the new APW Ex- 
truded Anode is the small, uniform grain size—controlled between 
definite ideal limits! As a result, corrosion is smooth and uniform 
for consistently smooth electrodeposits. Shedding is virtually 
eliminated—rejects are a comparative rarity! 

To be certain the silver you buy in anodes is used most efficiently, 
APW will develop special anode shapes to meet particular plating 
bath conditions. We'll be glad to assist with your anode problems. 


_APW EXTRUDED ANODE SECTION: Note small, fully controlled regularity of grain — 
size to promote uniform corrosion, smoothest electrodeposits and less rejects. — 


THE AMERICAN PLATINUM WORKS 


NEW JERSEY RAILROAD AVENUE + NEWARK 5, NEW JERSEY 


(ENGEL HARD INDUSTRIES) 


4 
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McGEAN BRIGHT NICKEL 


for further information ...contact... 
| THE McGEAN CHEMICAL COMPANY 

Cleveland 15, Ohio 
Detroit Grand Rapids Chicago 


anodes and electroplating chemicals 
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STOKES MAKES: High Vacuum Equipment, Vacuum Pumps and Gages / Industrial Tabletting, Powder Metal and Plastics Molding Presses / Pharmaceutical Equipment 
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Dolly is 
racked with 612 
die-cast horns ready for 

Pr « a brilliant metal finish to 

etallizer at Yoder Manufacturin 
‘ BRE Co., Little Rock, Ark. While this is in 
process another rack will be loaded to 


replace it. Vacuum Metallizing is now 
gaining rapid acceptance in many automo- 
tive, electrical and electronic applications. 


/ 


/ 
Metal-coat these 612 Die-cast Horns rf 


Metallic finishes in many metals and many colors are now applied by Vacuum Metallizing / 
and the product is ready for lacquering and packaging without hand work. No plating or finishing 
plant can afford to ignore the tremendous opportunities which Vacuum Metallizing creates. 


Ornaments and display materials, toys, trophies, furniture handles, emblems, jewelry, 
nameplates, reflectors and many other metal parts are now largely vacuum metallized. 
Automobile parts are a new and fast-growing market. Electrical and electronic parts 

offer unlimited possibilities. Some installations deliver as high as 100 loads of finished parts 
per 24-hour day from a single Stokes Vacuum Metallizing unit without use of specially skilled 
labor. Stokes trains your workmen and you start into production. 


Units of 24, 36, 48 and 72-inch diameter are available, some fully automatic in operation. 
Floor space requirements are low, as these are integrated “package” units 

of the fastest and most efficient type. 

Stokes Laboratory will metallize your samples, evaluate your application, recommend 


techniques to be employed, plan cycles, report on costs ... and share with you the 
benefits of Stokes’ 40 years of leadership in high-vacuum technology. 


Write today for a comprehensive brochure, “Vacuum Metallizing Today,” which 
describes the applications and . 
techniques of Vacuum Metallizing. 


F. J. Strokes MACHINE COMPANY 


° 
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DOW TRICHLOROETHYLENE 


Each order brings you service 


as efficient as the solvent itself 


It’s got to be quick to be good! Dow distributors .. . 
and their thousands of satisfied customers... know 
from experience that no other producer of vapor 
degreasing solvents gives more attention to service 
than Dow. 


Three separate producing plants assure adequate 
supply of DOW TRICHLOROETHYLENE...and_ that’s 
becoming particularly important. The six additional 
Dow shipping terminals mean that supply is delivered 
with dependable speed. And Dow distributors carefully 
maintain convenient warehouse stocks in all sections 
of the country. 


Dow TRICHLOROETHYLENE saves you concern and 
expense in other vital ways, too. This solvent’s 
stabilized uniformity gives you a smoother, trouble- 
free operation. Its rugged ‘“‘work horse” cleaning 
characteristics generally result in decided savings on 
cost per run. Well-qualified, up-to-the-minute techni- 
cal assistance is available on request. Better check 
your trichloroethylene supply today. The same dis- 
tributor you'll want to contact for DOW TRICHLORO- 
ETHYLENE can help with your specialized solvent 
needs, too; he also gives quick delivery on superior, 
high-boiling DOW PERCHLOROETHYLENE (Industrial), 
METHYLENE CHLORIDE and the wonderfully versatile, 
new cold cleaner, CHLOROTHENE*. Fox full information 
on any or all of these efficient solvents, why not drop 
a line to THE DOW CHEMICAL COMPANY, Dept. S 940C, 


Midland, Michigan. *Trademark 


you can depend on DOW SOLVENTS 
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ALWAYS FINISHES FIRST 


| 


cuts costs 
completely automatic! 


fast cutting, easy cleaning with 


MG 


® 
the perfect liquid compound for all metal finishing 


What are the two big cost factors in your buffing room? 
Chances are buff life figures big when youre talking 
production costs ... and the second big factor is produc- 
tion time itself. Liquimatic Application Systems are 
licking these two cost problems in buffing rooms all over 
the U. S.—because Liquimatic is automatic. An electric- 
ally timed system feeds Liquimatic Buffing Compound 
to the buff in the exact amount to give you the exact cut 
you need. Because the buff is continually lubricated, buff 
life is extended up to 400%! 

And with Liquimatic there’s no compound wasted, no 
nubbin problem, no hand application, no changing bars 


= 


—think of the cost savings you can effect in your buffing 
room with these advantages! Savings in buff life alone 
can soon pay for a complete Liquimatic Application 
System ... a system that will continue to save you 
money — automatically. 

Check the other features of | aie | 
Liquimatic Buffing Compound... 
then write today for your free 
copy of Liquimatic’s big, new } 
folder that tells the whole cost- | 
saving story of Liquimatic in your 
buffing room. 


These additional Liquimatic features mean real savings 
in terms of time, money, safety— 


@ longer buff life 
@ completely automatic 
@ fast cutting 
@ easy cleaning 


@ adhesive slow-wearing buff face on 


@ non-settling 

@ high flash point 

@ long storage life 

@ sprayable viscosity 


Aiguimatic . .. gives more buff mileage 


PLATEMANSHIP 


Your H-VW-M combination— 
of the most modern testing 
and development laboratory 
—of over 80 years experience 
in every phase of plating 
and polishing—of a complete 
equipment, process and sup- 
ply line for every need. 


INDUSTRY'S WORKSHOP 


Rapids Los Angeles Louisville 
New York Philadelphia Pittsburgh 
St. Louis ° San Francisco . 


Wallingf@rd (Conn.) 
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HANSON-VAN WINKLE-MUNNING COMPANY 
Main Office and Plant, Matawan, New Jersey 
J. C. Miller Division, Office and Plant, Grand Rapids, Mich. 
SALES OFFICES: Anderson (ind.) ® Baltimore ® Beloit (Wisc.) © Boston 
Bridgeport Chicago Cleveland Dayton Detroit © Grand 
Matawan 
Plainfield © Rochester 
Springfield (Mass.) ° Utica 


FOR THE FINEST IN PLATING AND POLISHING PROCESSES » 


Milwaukee 


EQUIPMENT * SUPPLIES 
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HERE’S THE NEWEST BOOK ON 


New 24-Page Book Gives You the Facts 


Just off the press, this latest Sotvay® factbook on 
hydrogen peroxide contains sections on physical 
properties, chemical reactions, uses, containers, han- 
dling and storage. The biggest section covers these 
important uses of Sotvay Hydrogen Peroxide: 


Textile and Pulp Bleaching Hydroxylation 

Synthesis of Organic Chemicals Oxygen Generation 

Upgrading of Petroleum Foam R«bber 
Hydrocarbons Porous Structural Materials 

Epoxidation Polymerization Catalyst 


AMERICAS FIRST 
PRODUCER 


oda Ash * Snowflake® Crystals Chlorine 
Potassium Carbonate Calcium Chloride 

dium Bicarbonate * Ammonium Chloride 
\mmonium Bicarbonate * Caustic Potash * Chloroform 
odium Nitrite Caustic Soda Methyl Chloride 
eaning Compounds Methylene Chloride Monochlorobenzene 
ara-dichlorobenzene Ortho-dichlorobenzene Hydrogen Peroxide 
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HYDROGEN PEROXIDE! 


Without cost or obligation, get your copy right away. . 
Just fill in the coupon and mail today. 


ALLIED CHEMICAL & DYE CORPORATION 
61 Broadway, New York 6, N. Y. 


SOLVAY PROCESS DIVISION 


Gentlemen. Please send me without cost or obligation® 


() Your new book on SOLVAY Hydrogen Peroxide 


Name 


Company 


Title 


Address 


City Le State ' 
EC-6 


*In Western Hemisphere Countries. 
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High Flow Rates 
Low Servicing Cost 


Weg 


Low Cost Filtering 
a¥ Plating Solutions am 2,208,000 gals. of bright nickel solution are filtered 


in these four Sparkler Horizontal Plate filters (top 
illust.) through a continuous 5 day cycle with 24 
; | hour operation. Filters are cleaned once a week by 
lifting out the plate cartridge and replacing it with 
Ma a fresh dressed set of plates. Only a few minutes is 


Plating Plant Engineers will find Sparkler required for this operation. 
filtration engineers most co-operative to 
work with on installations of any size. 


Write Eric Anderson 


In the same plating plant, (lower illust.) the four 
large Sparkler filters are used to filter suspended 
matter from Ronal bright copper solution. These 
filters have a flow capacity of 4800 G.P.H. each. 
The small, far end unit filters suspended matter 
from a copper strike bath. Capacity 2,100 G.P.H. 
On occasion these filters are employed for filter- 
ing out activated carbon and lime from copper solu- 


‘ | f) tion and activated carbon and nickel carbonates 


SPARKLER 


from nickel solution. 


FILTERS SPARKLER MANUFACTURING CO. it. 


! (the original horizontal plate filter) Sparkler International Ltd. 
Manufacturing plants in Canada, Holland, Italy, and Australia. 


I REPRESENTATIVES IN PRINCIPAL CITIES THROUGHOUT THE WORLD 


' 48 METAL FINISHING, June, 1956 


SE 
| 
: 
il 
% 
| 
4 


your plating problems dissolve 
with fop dissolution 


OFHC Anodes eliminate the need for bagging 

. minimize anode particles in plating solu- 
tions ... cut metal losses in scrap by as much 
as 30 percent. The reason: OFHC Anodes are 
totally free of oxygen and deoxidants, have 
high density and low porosity. These charac- 
teristics mean fewer insolubles, uniform dis- 
solution, top anode efficiency. 

As proved in pilot-plant tests and 
commercial use, OFHC Anodes yield 
smoother plating than anodes of any . Gr 

Round 

other type... and with less scrap 2” dia. Oval Round 
and less sludge! The result: More and 2”x 3” 3” dia. 
more plating men are turning to OFHC 
Anodes to end plating roughness, and to re- 
duce losses of metal in solution build-up and 
scrap. ... Three shapes available in all 
from 17 inches to 93 inches. 


FREE LITERATURE 


Exhaustive tests at the foremost 
Independent Industrial Research 
Laboratory in the U.S. strikingly 
demonstrated the superiority of 
OFHC Anodes. They are now 
proving themselves in commer- 
cial use. Find out how OFHC 
Anodes can solve your plating 
problems ...send today for free 
copies of the Research Labora- 
tory’s Report on OFHC Anodes 
and AMCO’s booklet Improving 
Your Electroplating Operation. 


®@0FHC—Oxygen-Free, High-Conductivity Copper 


THE AMERICAN METAL COMPANY, LIMITED 
‘ 61 BROADWAY, NEW YORK 6, N. Y. | 
| Gentlemen: 

1 | wish to know more about OFHC Copper Anodes and their 
NON-FERROUS METALS advantages. Please send me a free copy of: 
=5 | Independent Research Laboratory's Report on OFHC Anodes jj 
wr Improving Your Electroplating Operation 

THROUGHOUT THE WORLD 
THE AMERICAN METAL COMPANY, LIMITED | — I 
61 Broadway, New York 6, N. Y. i LccucodecccnccccescqscencsceeuseesecnccceecreccercescesSevcncuoesesensssassseseuessesese 
Boston, Statler Bldg. « Detroit, Buhl Bldg. ZONE, STATE. 


Chicago, 1 No. LaSalle St. ¢ Los Angeles, Nat’! Oil Bldg. 
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. Will Save You Time! 
. Will Save You Money! 


© 
. Are Unconditionally Guaranteed! 

4 ay $0 tv it ut Davis-K, through constant research and quality control methods, 

| a has consistently maintained its position as a leader in the 

a metal plating field. 
ALL DAVIS-K New: HARD GOLD SOLUTION 
z Gold Plating Solutions Are: Used and Endorsed by Leading Electronic Manufacturers 
a es America’s foremast electronic manufacturers give their unqualified approval to this 
2 e Made in all colors New Hard Gold Solution, which Davis-K developed specifically for printed circuits and : 
e Color-constant electronic parts. 
3 e Tarnish-Resistant This amazing new product cuts gold deposit 50%! It has maximum resistance to 
Bottled by Troy weight 
i: e — = assayed US Treasury Small samples will be plated at no charge. ; 
old only 

e Ready for immediate use e POTASSIUM GOLD CYANIDE SALTS 

NOW AVAILABLE — Variable-type Tank e LUSTROUS WHITE RHODIUM SOLUTION : 

Rheostats . . . . specifically designed for 

precious metal plating. We are fully equipped to reclaim old gold and rhodium solutions. 


ONE OPERATION 


Antique Gold Solution 


A QUALITY SOLUTION, with excellent color consistency and PRODUC Oo. 
< 


remarkable ease of operation. No production problems — 
truly economical, too! 135 West 29th St., New York 1,N.) 


“Where Glittering Elegance Reflects Lasting Quality.” 


ii 
For quality control and qncoptenes tests, measure thickness j 
é of coatings on metals the easy, accurate, non-destructive e 
way, with the eee d 
MAGNE-GAGE 
BRENNER F 
Widely used by industry and government for accurately measuring ; 
the thickness of: u 
| 1. Non-magnetic coatings (metallic or non-metallic) on . 
3 magnetic base metals. a 
2. Nickel coatings on magnetic or non-magnetic base 
metals, e 
Measures coatings on plane, convex or concave sur- : F E 
faces. Gives speedy and accurate results. Easy to : ; ti 
use by non-technical personnel. 
Avoids expensive rejections due to coatings that may be too 
thin, or non-uniform. Eliminates the expense involved in re- 
plating or discarding specimens spoiled by destructive tests... 
every piece tested is unharmed and ready for use or shipment. 
Saves materials wasted by coatings thicker than necessary. Its 
use leads to the discovery of faults that may exist in plating ‘ 
methods or equipment. 
Write for Bulletin 2253-G 
AMERICAN INSTRUMENT COMPANY, INC. 
Silver Spring, Maryland ¢ In Metropolitan Washington, D. C. ‘ 
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SARCO 
ELECTRIC VALVE 
Cano STRAINER 


SARCO LSi ELECTRIC 
TEMPERATURE 
J CONTROLLER 


INSULATOR 


STEAM 


C 


LOOP SEAL —~ 


ily changed by turning one knob. 


SARCO 


THERMODYNAMIC. 
) STEAM TRAP 
STRAINER, 
SIGHT GLASS 
N 


Bath can be automatically held to within +1° F. by Sarco 
Electric Temperature Controller. Temperature setting is eas- 


Plant of Regal Plating Co., 


How low-cost 


Inc., Providence, R. |. where 32 electroplating tanks are 
equipped with Sarco LSI Electric Indicating Temperature Controllers. Electroplating 
tanks: gold, hot nickel, silver, rhodium, and copper. 


Temperature Control 


ended “blue pitting, burning 


Regal Plating Co. now gets 
high quality plating with minimum of rejects 


This well-known job plater special- 
izes in high quality plating of costume 
jewelry and fishing lures. During an 
expansion program management or- 
dered the elimination of these common 
plating difficulties: blue haze on nickel 
plate, pitting of copper plate and burn- 
ing of sharp points. 

These troubles were due to creep- 
ing bath temperatures...the result of 
manual temperature control, which is 
always unreliable. 


To solve these problems and step up 
efficiency, Regal installed Sarco LSI 
Electric Indicating Temperature Con- 
trollers on all 32 plating tanks. Result: 


SARCO 


above troubles completely eliminated, 
rejects greatly reduced, no more bur- 
nishing of nickel plate. 


Sarco Automatic Temperature Con- 
trol is surprisingly low in cost, simple, 
accurate, dependable. It pays for itself 
by lowering rejects, improving plating 
quality, and preventing waste of ex- 
pensive solutions. 


Investigate the advantages of Sarco 
Temperature Controllers. Write for 
Handbook No. 6 or consult your Plat- 
ing Supplies Jobber. Sarco Company, 
Inc., Empire State Building, New York 
1, N. Y. Representatives in principal 
cities. 


improves product 
quality and output 


Sarco LSI 
Electric 

Temperature 

Controller 


A COMPLETE SYSTEM 
FOR AS LITTLE 
AS $130 A TANK! 


Think of it...automatic 
temperature control that 
often pays for itself in 
weeks! 


Accurate to plus-minus 
1° F. Simple. Dependable. 
Easily installed. 

Easy-to-read controller 
dial clearly indicates tem- 
perature being maintained. 
Temperature setting quickly 
changed by turning one 
knob. 2124-8 


TEMPERATURE CONTROLLERS *STEAM TRAPS*STRAINERS 


0) 
& Safety Controls} Steam Traps 
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View of plating s tank, pees to show bacatind of the 67” x 3” 


ee 
x 1” “Plus-4” Anodes. 


Electroplating copper shells on rotogravure cylinders 
is simpler and faster with “Plus-4” Anodes 


IL 
TV 


has an en- 


Triangle Publications, Inc., 
viable reputation for high-quality 4-color 
gravure reproduction at high speed. Here 
are three of its leading magazines. 


RIANGLE PuBLIcaTIons, INc., Phila- 
jee made comparative tests, 
for a 22-month period, of “Plus-4” 
(Phosphorized Copper) Anodes in the 
electroplating of rotogravure cylinders. 

The results were summarized by the 
Director of Triangle Publications’ Re- 
search and Development Laboratories: 
‘*Plus-4 Anodes give an improved cop- 
per printing surface with substantial 
savings in time, labor, and material— 
and our men like to use them.” 


Plating procedure: 1500-lb. steel roto- 
gravure cylinders, 67” long and 43” 
in circumference, are cyanide- -copper- 
plated .0005’”—then acid- copperplated 
040” to .080”". This surface is ground 
and polished and coated with immer- 
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sion nickel. A .005” copper Ballard 
shel! is acid-plated over the nickel—the 
shell which is engraved and forms the 
printing surface. The nickel layer 
makes it possible to strip the outer 
shell off after printing. Another shell is 
then plated on the cylinder for the next 
job. The dense physical quality of the 
unchromed copper Ballard shell makes 
it possible to print 1,250,000 impres- 
sions from a single set of design 
cylinders. 

For electroplating, the cylinders are 
placed horizontally in the acid- -copper- 
plating solution % submerged, and 
rotated. The anodes lie parallel to the 
cylinder, 1'2” to 2” away. Current den- 
sity is 280 to 300 amps per sq. ft. 


Solution balance: With other anodes, 


solution balancing to remove copper 


sulfate and add acid is necessary 20 
to 22 times a year. With “Plus-4” 
Anodes, the solution has been balanced 
only 4 to 6 times a year. This not only 
substantial savings in copper 
sulfate and acid, time, and labor—but 
also gave improved control of the 
plating process by minimizing cyclic 
changes in the solution. 
Anode corrosion: When anodes corrode 


faster in length than width, low areas 
develop at the ends of the roll—and 
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anodes must be scrapped. Scrap loss 
with other anodes has run 8 to 10%. 
“Plus-4” Anodes corrode so uniformly, 
however, that scrap was only 1 to 2%. 
They produce uniform deposits with 
less attention and checking. 


Cathode deposit: With “Plus-4” Anodes 
the sharp reduction of copper lost as 
sludge and in copper sulfate dumped 
accounted for a 12 to 14% increase in 
cathode deposit. 


See for yourself: Across the entire field 
of acid-copper electroplating—“Plus-4” 

Anodes are saving money, making work 
easier. Write today for ‘details of how 
you can get a test supply of “Plus-4” 

Anodes sufficient to fill one tank. Ad- 
dress: The American Brass Company, 
Waterbury 20, Connecticut. In Canada: 
Anaconda American Brass Ltd., New 
Toronto, Ont. 56140 


“PLUS-4” ANODES 


(Phosphorized Copper) 
an 


ANACONDA 


product 


made by 
THE AMERICAN BRASS COMPANY 
For use in Patent No. 2,689,216 
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| | Here's why... 


means 


GREATER 
SAVINGS: 


Bill and Don Stech of Stech Plating and Equipment, Cleveland. 


Platers Swing to G-S for Bigger Profits! 
Report up to 50% increased production! 


Larger loads, faster plating at higher current densities, 
“through cycle,” and longer equipment life, with no down 
time! You wanted these advantages, and now G-S has 
incorporated them all in the new Gill-Singleton “Cogged-V- 
Belt Drive” Plating Barrel. No other equipment can match 
it, feature-for-feature, at any price. That's why G-S 
equipped plating plants are out-producing, out-earning all 
others of comparable floor area and capital equipment 
investment. Bring your plant up to the new 

standards of plating production and get oma 3] 
bigger returns from your output. G-S can | 
also supply cogged V-belt drive superstruc-  geP—~4 j 
tures and cylinders to fit your present tanks. 


GILL-SINGLETON 


Write for Bulletin and Price List. PLATING Barger 
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SAVE 100% 


gear maintenance 


Eliminated: cylinder end drive gear, 


idler gear, pinion gear, 3 bearings. 
No gears or bearings in solution. 


“The Belt-Drive with the Gear Grip” 
— Exclusive G-S cogged V-belt and 
cogged drive-pulley, constant meshed 
for positive power transmission with- 
out gears. Can’t slip, creep, vary 
speed. Cogged-V-Belts steel tensile 
members won't stretch. 


Floating End Plates for constant con- 
tact of inverted V-blocks. Can’t rock in 
saddles. More contact. 


Adjustable Bearings supporting drive 
shaft — allow raising and lowering to 
constant-mesh with all your present 
motor drives as horns wear. 


Floating Hubs with danglers angled 
downward for constant cathodic con- 
tact in center of load. Won't “ride” up 
on top of load. 


Heavier Dangler Cables for higher 
current carrying capacity, longer life, 
better operation. 


Faster Dangler Cleaning — Slide out 
hub-lock: 10 secs. Interchange cyls: 5 
mins. Cuts hours off usual time. 


Total Cylinder Immersion — Prevents 
gas pockets. Increased current density. 
Eliminates danger of explosions. Big- 
ger loads, faster plating. 


Rugged, All-Welded Cylinders — “H-T 
Sincolite” or “Tempron” Hard Rubber 
Heavy-duty, 2” ribs. No “formed” or 
“molded” sections. Longer life. Best for 
complete cycles, temps. to 200°F. 


Automatic Positioning — Guide chan- 
nel directs superstructure into operat- 
ing position, quicker, easier. 


Many More Features — 16” more con- 
tact area. Up to 30% greater current 
flow per load. Also available with 
horn-type contacts (3-point suspension 
with 4-point contacts. No shorts from 
burned-out insulation and arcing). Ask 
for full information now! 


The G. S. Equipment Co. 


5317 St. Clair Ave., Cleveland 3, Ohio 
ENdicott 1-0167 
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HENDERSON OFFERS 


In all Henderson Horizontal Cast Tumbling Barrels, one of which is shown 


above, the ends are separate from the body. As the body carries the load, If You're A 
wears out long before the ends do. For a long time, therefore, with Henderson “Tumbler” 
barrels, you will need to replace only the bodies, merely bolting on the original Send for This 
‘ ends. Compared with the cost of complete new barrels, you can thus save as NEW 
much as 40%! 
: CATALOG as 
al 


After long experience in the finishing field, we like to recommend cast-iron 
barrels for most deburring and grinding jobs, but we make rubber, Neoprene, 
and wood-lined barrels — over 25 types, a barrel for every conceivable finish. 
Besides the highest quality of material and- workmanship, when you buy a 
Henderson, you get a lot of “know how’! 


i THE HENDERSON BROS. COMPANY 
“The “Tumbling Garnrel People” 


\ 136 SOUTH LEONARD ST., WATERBURY, CONN. 


SINCE 1880 . . DESIGNERS AND BUILDERS OF TUMBLING BARREL EQUIPMENT 
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At an Allied Products’ Detroit plant, Wyandotte’s 


manager of industrial sales, Ed Kubis (left), and Plant Engineer John Rhodes 


discuss effectiveness of Wyandotte BN as a metal cleaner and Wyandotte R-2 as a rust preventer. 


Allied Products cleans 8000 lbs. of 
forgings an hour with Wyandotte BN! 


Serving the construction industry 
and 75% of the automotive in- 
dustry with cold-forged bolts and 
fasteners, Allied Products Corpora- 
tion, Detroit, Michigan, has been 
a Wyandotte customer for nearly 
15 vears. 


Allied Products is sold on Wyan- 
dotte metal cleaners — using BN 
for tumble-washing parts before 
heat treating, and R-2 in the water 
rinse for in-plant rust protection. 
This is done in a combination belt- 
and-drum type washing machine, 
which cleans and rustproofs both 
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the tote pans and cold forgings. 
Here, 8000 Ibs. of parts are cleaned 
every hour — 24 hours a day. Al- 
ways pleased with Wyandotte serv- 
ice, Allied Products likes the way 
versatile Wyandotte BN does an 
efficient, round-the-clock cleaning 
job, prevents rejects. 


A free-rinsing industrial deter- 
gent — with high soil tolerance, and 
controlled uniform quality—Wyan- 
dotte BN has a silicate-synthetie 
detergent formulation for 
long life, maximum detergency. 


base 


For information about BN or any 


1956 


Wyandotte metal-cleaning 
ucts, contact our nearest 
sentative. Chemicals 
Corporation, Wyandotte, Michigan. 
Also Los Nietos, California. Offices 
in principal cities. 


prod- 
repre- 
Wyandotte 


tyandotte 
CHEMICALS 


J. B. FORD DIVISION 


SPECIALISTS IN 
METAL-CLEANING PRODUCTS 
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SEND FOR 
SAMPLES AND PRICES 
TODAY 


Schaffner manufacturing company, inc. 
SCHAFFNER CENTER, EMSWORTH, PITTSBURGH 2, PA. 


Send me free samples on the following: 


Schatfn 
COMPOUNDS 


Name Title 
Company. 


Street 


City. Zone_State 


BOOKS FOR YOUR 


PLANT LIBRARY 


PRINCIPLES OF ELECTROPLATING 
AND ELECTROFORMING 
REVISED THIRD EDITION 
$7.00 PER COPY 
ELECTROPLATING ENGINEERING 
HANDBOOK 
$10.00 PER COPY 
ELECTROPLATING 
$5.00 PER COPY 
MODERN ELECTROPLATING 
$9.50 PER COPY 
HANDBOOK OF BARREL FINISHING 
$7.50 PER COPY 

PROTECTIVE COATINGS FOR METALS 

$12.00 PER COPY 
METALLIZING NON-CONDUCTORS 
$2.00 PER COPY 
* 
DICTIONARY OF METAL FINISHING 
CHEMICALS 
$3.00 PER COPY 
1956 METAL FINISHING 
GUIDEBOOK-DIRECTORY 


$3.50 PER COPY 


Book Orders Payable in Advance 


FINISHING PUBLICATIONS, INC. 
381 Broadway Westwood, N. J. 
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with NEW AHCO Burnishing Compounds 


Residue vanishes in a water rinse ... burnished 
surfaces are left clean, bright, and film-free, but 
it’s no mystery because this new series of AHCO 
Burnishing Compounds is formulated only from 
non-saponaceous materials that contain the last 
word in surface-active agents. These com- 
pounds are free-flowing, dry, non-toxic, and 
non-corrosive powders which are, of course, 
freely soluble in water. They’re prepared 
especially for applications where the sticky 
residues from soap-like mixtures are objection- 
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able. For rolling and burnishing before plating, 
AHCO burnishing Compounds assure excellent 
adhesion and maximum lustre. For preparing 
surfaces before lacquering, painting or other 
processing ... for burnishing plated parts to 
remove plating compound residues, that would 
cause staining or spotting, there are AHCO 
Burnishing Compounds made to order. Find 
out mow how one or more of the many new 
AHCO Burnishing Compounds can do that 
better job in your plating or finishing room. 


For full details about AHCO Burnishing Compounds write today for Bulletin 
B-10 to Apothecaries Hall Co., 22 Benedict Street, Waterbury, Connecticut. 
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| The NEW Emulsion 


A NEW organic emulsion cleaner designed for s (4 
easy removal of heavy oils, greases and soils. | 

EMULSION CLEANER #26 is a general utility cleaner which cuts cleaning time when 


used prior to an alkali cleaner. Emulsion Cleaner #26 will even increase the life of the 
alkali cleaner. 


EMULSION CLEANER +26 softens grease and grime for easy removal with a cold 
water rinse. 


EMULSION CLEANER #26 will easily remove buffing compounds and is ideal for clean- 
ing heavy machinery, airplane bodies, truck bodies, floors, etc. 


1. High penetrating ability. 

2. Softens grease and oil for easy water removal. 

3. Ideal for cleaning all ferrous and non-ferrous metals. ' 
A dy q f q g 4. Economical. 

5. Long lasting. 


6. Used at room temperature. 


For Paint Stripping requirements investigate our NEW 
non-inflammable QUICK-STRIP #8. 


MITCHELL-BRADFORD CHEMICAL CO. 


WAMPUS LANE MILFORD, CONNECTICUT 


QUALITY PRODUCTS OF CHEMICAL RESEARCH ) 
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COMPLETE PLATING PLANTS DESIGNED 
TO MEET SPECIFIC PRODUCTION NEEDS... 


Daniels custom-packaged plating plants fill 

modern industry's demand for production plating 

= with high quality control. The industrial trend 

toward miniaturization created the highly specialized 

yet versatile unit shown above. It can be used for 

oblique angle barrel plating, horizontal barrel plating, or still tank plating. 


Daniels packaged plants, completely self-contained, are usually designed around 
a complete plating cycle. The compactness of these plating plants 

result in savings on installation cost, floor space, and 

fewer rejections because of uniform production and high quality control. 

For full information regarding our custom-packaged plating 


machines, together with any other Daniels products, 
just fill out the coupon below and attach it to your letterhead. 


MAIL COUPON TODAY! 


| Daniels Plating Barrels & Supply Co. | 
; 129 Oliver Street, Newark 5, New Jerse 

DANIELS PLATING BARREL 4 
& SUPPLY CO. | Nome Title I 
129 Oliver Street 
Newark 5, New Jersey Flew | 
MArket 3-7450 

| Address State I 
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cried the knight, 


call 


> 
a 
> 
Plo 
How can you be a Knight | 
in Shining Armor when 
protective metal is the | 
victim of corrosion? The = 
Knight is right in calling S . 


PROMAT, for armed with the 
finest materials in metal 
finishing, PROMAT can meet | 
_ the specific need to reduce 
existing processing costs or 
convert existing processes. 


PROMAT has the finest 
in metal preparation, alloy 
plating, cadmium plating, 
chromate finishes, copper 
plating, zinc plating and 
miscellaneous purifiers and 
anti-foam agents. 


© 


C AZ 


 PROMAT will gladly prepare 
a sample for evaluation, 
furnish you with technical 
bulletins and information 
or assist you in any way 
possible to keep you a 
“Knight in Shining Armor.” 


Prt) coc 


PROMAT 
DIVISION 


POOR & COMPANY 
851 S. Market St. 
WAUKEGAN, ILLINOIS 


UE 


Oo 


MF-6 


“PROMAT MEANS PROTECTIVE MATERIALS” 


"Do it yourself" 


ANALYZE YOUR SOLUTIONS 
with 


KOCOUR TEST SETS 


@ no knowledge of chem- 
istry required 


@ test sets are complete 
and ready to use 


@ readings are direct 


calculations are mini- 
mized 


@ dependable accuracy 


When a plating solution is “out of balance,” and is giving you 
trouble, you know that something is lacking . . . but what? ... 
and how much? You could have the solution analyzed, but that 
may take too much time. Perhaps you never considered this, but 
why not do it yourself .. . in your own plating room .. . It’s sim- 
ple when you have a KOCOUR TEST SET handy. You can do it 
NOW .... without delay . . . better than that, you can set up a 
schedule to make periodic analysis and prevent trouble. KOCOUR 
TEST SETS are so easy to use that anyone can make the analysis 
quickly and with dependable accuracy. 


Kocour Company developed and sold the first “do it yourself’ test 
set in 1923 and since then has pioneered in control for the plating 
and metal finishing industry. Here is a partial list of metal treating 
solutions for which control is available . . . 


Brass Chromic Acid Anodizing 

Acid Copper Sulfuric Acid Anodizing 
Cadmium Sulfuric-Oxalic Acid Anodizing 
Cyanide Copper Cleaners 

Rochelle Copper Acid Pickles 

Hi-speed Copper Coating Solutions 


Chromium Sealing Solutions 

Gold Passivating Solutions 
lron Deburring Solutions 
Nickel Phosphating Solutions 
Black Nickel Heat Treating Solutions 
Silver pH Control 

Tin Thickness Testing 


Acid Zinc Metal Identification 


Cyanide Zinc 


“FREE” Let us know what your needs are, and get 
your free copy of “LAB HINTS FOR THE 
PLATER.”’ Don’t delay . . . write today! 


Specify KOCOUR test sets from your supplier. 
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| ore specialists and 
neers i” testing equipment for controlling plating — 
cleaning pickling enodizing and hardening 
processes special sets con be provided for your 
requirements: 
| write today further information—O cost oF obligatio®- 
| COMP ANY 
4g02 S- ST: Louis AVENUE 
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MANY FINE SURFACES REFLECT THE USE OF 
PFIZER CITRIC, GLUCONIC AND TARTARIC 
ACIDS—Pfizer Citrates, Gluconates and Tartrates contribute to brightness 
like you see above. Whether it be through electroplating, cleaning or polishing, these 
Pfizer organic acids offer many advantages to metal finishers. One big advantage is 
NON-TOXICITY — greater safety for personnel in materials handling. Another ad- 
vantage is mildness—so necessary in household and specialized industrial cleaners 
and polishes. Write for Technical Bulletin 61 which describes in detail the many 
outstanding uses for PFIZER ORGANIC ACIDS in metal finishing. 


CHAS. PFIZER & CO., INC. 


Chemical Sales Division 
Manufacturing Chemists for Over 100 Years 650 


Branch Offices: Chicago, lil.; San Francisco, Calif; 
Vernon, Calif.; Atlanta, Ga.; Dallas, Texas 
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You'll Plate Parts Faster AT LOWER COST 


when You USE The 
SMOOTHEX 


BRIGHT COPPER 


PROCESS" 


TO ELIMINATE 


a 


AS AN 
UNDERCOAT 


for 
DECORATIVE 
PURPOSES 


TO PROTECT 
ZINC, ALUMINUM 
and other soft 
metals from attack 


IN ACID NICKEL 


ais PLATING SOLUTIONS COPPER 

( or 

SELECTIVE BUFFING 
CARBURIZING 


ELIMINATE COPPER BUFFING | 
SAVE NICKEL 

EASE OF CONTROL 

GET INSTANT SPECULAR BRIGHTNESS 
ENJOY LOWER MAINTENANCE COST 
LOWER OPERATING COST 

HAVE ADAPTABILITY 


© Excellent Territories Still Available e 


| End your plating solution troubles, now! Switch to the amaz- 
ing new SMOOTHEX BRIGHT COPPER PROCESS for 
greater brilliance, speed and top quality, lower cost runs. 
Your present equipment can quickly and easily be adapted 
to the Smoothex Process. Send a sample of your plating 
solution to us, at once, for conversion information. 


10705 BRIGGS ROAD 
| CLEVELAND 11, OHIO 


| | EXTR A LISERAL ALLOWANCES GIVEN FOR YOUR OLD TROUBLESOME RECTIFIERS OR 
GENERATORS TOWARD PURCHASE PRICE OF A NEW VICTOR RECTIFIER. 


N.E.M.A. RATED 

9/18 Volts or 12/24 Volts T 

500/250 @ 1000/500 e 1500/750 © 2000/1000 CL 
CUSTOM UNITS TO ORDER 


~ CHECK AND COMPARE ~ 


3 @ FULL WAVE RECTIFICATION } tk 
@ LOW RIPPLE D.C. 
5 e@ ALL WELDED DRIP PROOF CABINET 
@ TRIPLE COATED LARGE AREA PROVEN SELENIUM CELLS E th 
@ FULLY RATED CLASS B TRANSFORMERS t 
@ TOTALLY ENCLOSED BALL BEARING MOTORS 
PRESSURE TYPE FAN BLADES 
@ DUAL OUTPUTS FOR VERSATILITY : 
¢ @ SINGLE PHASING PROTECTION 
“| @ POSITIVE OVERLOAD PROTECTION 
| Some Distributor and Sales Territories Open. 
| 
i VICTOR ELECTRIC COMPANY 
OlLinville 3-2949 


‘ 2543 BOSTON ROAD NEW YORK 67, N. Y. 
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Learn how vapor degreasing 
Saves time...cuts production 


NEW 

DUPONT 
GIVES 
INFORMATION 
METAL 


_ vapor degreasing is used for the thorough and 
rapid cleaning of grease and oil from all types of con- 
struction metal. 

This new booklet brings you all the latest data on the 
processes and procedures used in vapor degreasing. In 42 
fact-filled pages, you get a well-illustrated and documented 
story of new developments in vapor degreasing. Here are 
some of the subjects covered: 


“TRICLENE’ D cut our downtime by 
two-thirds,” says E. Owen, 
KIRSCH COMPANY 


One of the first users of ‘“‘Triclene”’ 
D was Kirsch Company’s Refrig- 
eration Division, Sturgis, Mich. 


665 


They made “‘in-use’’ tests for 


» Vapor Degreasing Principle 
Selection of Vapor Degreasing Cycles 1. 


Du Pont on intricate, many-sur- 
faced refrigerator condensers . . . and have used 
nothing else since. 

Originally, their degreaser had to be cleaned 
three times every two weeks. Today, using new 
“Triclene’” D with continuous distilling and a 
degreaser cleanout once every two weeks, Kirsch 
Company finds that “downtime is cut by two- 
thirds .. . and cleanouts are easier.” 


TRICLENE’* D 


TRICHLORETHYLENE 


Vapor Degreasing Equipment 
Properties of ‘“‘Triclene”’ D 
Applications 

Cleaning by Ultrasonics 
Vapor Degreasing Costs 

> Safe Handling of Solvents 


vvvvvy 


If you would like a copy of this valuable book for your 
files, just clip and mail the coupon below. The book will 


be sent to you without obligation, of course. 


E. I. du Pont de Nemours & Co. (Inc.) 

Electrochemicals Department MF-6 

Wilmington 98, Delaware 

|_| Please send me a copy of your new vapor-degreasing booklet. 
__| Please have your Representative phone for an appointment. 


Name Title 
Company 
REG. U.S. PAT. OFF Address. 
BETTER THINGS FOR BETTER LIVING City Zone State 


e+e THROUGH CHEMISTRY 
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another product improved ... 


—the BUFF for 
Speeds 


= 
| Inc. Flint, Mich. 
® 
| 
| coating adds life to these 
PLATING RACKS 
: Chem-o-sol’s excellent chemical and heat resistance 


means longer life for plating racks and other plating 
equipment. 
A smooth, rapidly draining coating of chem-o-sol 


on plating racks will reduce carry-over of solutions, 
protect them from contamination. 


I it V F N T | LA T F D This special chem-o-sol can be applied to equip- 
3 l S ment in just one dipping operation. Also available in 


PER‘AANENT This RIEGEL BIAS Buff, for use on auto- spraying form for in-shop application to bulky equip- 
at: OR matic machines, has a fixed or removable ment such as tanks, fans and other items subject to 
center of metal which has an unusual 

REMOVABLE number of openings for the continuous a 

METAL cooling flow of air currents. Our custom formulated plastisol (¢chem-o-sol) has 

CENTER The circulation of air through these extra been tailored to the plating industry by a company 

openings in the metal center prevents whose experience has covered many years as well as 
burning, and also greatly lengthens the ; i 
Be of thé ball, many industries. We have developed chem-o-sols for 


We urge that you give this RIEGEL BIAS Buff a test on an application by dipping, molding, spraying, die-wiping, 


b a automatic machine. One fair trial will be convincing. Try it. spreader coating, printing, and many other methods. 
j c Our laboratory and research facilities 
The BIAS BUFF and WHEEL CO.. are at your service. We welcome your in- 


quiries and your problems, 
t Division of RIEGEL TEXTILE CORPORATION X 

JERSEY CITY 7, N. J. Chemical Products 
3464-66 HUDSON BOULEVARD 


KING PHILIP ROAD © EAST PROVIDENCE, R. 1 


64 METAL FINISHING, June, 1956 


| 
| | 4 
| | | 
| 
| 
| 
| 
| 
| 
Hill 
| 
| 
M 
| 


put your finish on a sound phosphate base... 


NORTHWEST INTERLOX 


Interlox was developed by Northwest's Cleaning Specialists to give you 
a better, more corrosion resistant, more easily controlled phosphate 


base for your organic finishes. It exceeds most government specifications. 


Deposited as a fine, dense grain coating, Interlox is designed for spray 
or immersion type baths—zinc phosphate coatings or iron phosphate 


coatings. 


Interlox deposits at a very rapid rate thus assuring a high-quality, 


uniform coating throughout the unusually long life of the bath. 


Northwest’s production-tested chemicals and “Right the First Time” 
recommendations will save you money. For the complete story on 


Interlox or any of the other Northwest Chemicals write or phone for a 
Got a problem? 

Let our cleaning Cleaning Specialist. 

experts help you! 


00900 
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FILTER with a Sethco 


New, Exclusive Self-Priming FILTER PUMP 
[300 GALS. PER HOUR 


SERVICE — Filters any acid or alkaline sai solution from ph 0 to ph 14. 
Removes particles down to 1 micron. [i 


DESIGN: Filter Assembly as illustrated in H.T. Lucite (also available in 
Seas Stainless Steel 316, Haveg, Epoxy Resin, Rigid Vinyl, Saran, Polyethy- 
i¢ Model LSIN-20 iad lene, Teflon). Filter Tubes of cotton, dynel, porous stone or porous 
portable, 65 lbs. carbon. PUMP: Self-priming, Stainless Steel 316 (also available in an } 
14” x 16” x 24” all plastic construction). Available as Centrifugal in Stainless Steel or q 
Hasteloy. Motor is 4 H.P., totally enclosed Ball Bearing. HOSE: acid and lj 
alkaline resistant. Base Platform: linen-impregnated phenolic laminate 3 
on rubber tire, ball bearing casters. 
25 Stock Models to fit your needs. 50 to 2,400 gal./hr. cap. 
Others to your specifications. 
JUST OFF THE PRESS—write for illustrated fact-folder 
on the complete line of filters “ne Sethco. 


14 WILLOUGHBY STREET 
Sethco Mfg. Co. privy. 1, N.Y. - Uister 5.8940 


with the PARAMOUNT 
‘Finishing Touch’”’ 


“We find Paramount Felt Wheels best for our 

ticklish finishing problems,” says J. Gaspari and f 
Co., Inc., renowned makers of eyeglass frames. “The 
samples (illustrated) are a good example. Thanks 
to the controlled finishing your wheels allow, we 
are able to remove high solder spots on the frame 
and temple which must be lapped smooth without 
damaging the gold shell. We also use your wheels 
to finish the aluminum plaques because they cut 
and smooth in one operation.” 


From heavy castings to delicate jewelry, whatever : 
your product, Paramount Felt Wheels can save you 
time and money. Call your supply house. 


Felt Wheels, 
Bobs, Sheet Feit 
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Another fime product made finer... 
Bacon Felt Co. 4317 West Water St., Taunton, Mass) | 
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TRADE | @ 
MATCHLESS ionXchange 


MARK 


ANODIZING 
RINSE WAT 
NEUTRALIZING ANION 
100 ppm Cro, TANK pH-8.3 EXCHANGER 
QUA LITY CAUSTIC (NaOH) | REGENERATION EFFLUENT 


NoOH 


il SODIUM CHROMATE 


BU FFI NC COM POU DS 
EXCHANGER x 
RETURN TO RETURN 
ANODIZING To 
TANKS RINSE 


BAR and LIQUID | 


TANKS 


RECOVERY OF CHROMIC ACID 
FROM ANODIZING RINSE WATER 


The block diagram above indicates one method of 


PERMACORE AIR-COOLED 


BUFFS 


Made to Your Requirements 


using ionXchange to save money, in the plating rooms 
of a large automobile plant, by recovering the chromic 
acid from the rinse tanks of anodizing operations. 
The cost of equipment was much less than the cost of 
a disposal plant, and the savings through recovery 
were substantial enough to make the investment a very 
profitable one. 


XXX | 
WHITE DIAMOND 


Reg. trade mark 


REMOVAL OF ALUMINUM 
FROM ANODIZING BATH 


A secondary purpose for one part of the same install- 


ation was the removal of aluminum from the anodizing 


baths. When the concentration of aluminum in an 
We are the only manufacturers ‘ 


anodizing tank rose to nearly 1 g. per liter, that tank 
of the celebrated 
XXX WHITE DIAMOND 


BUFFING COMPOUND 


was cycled through the cation exchanger and the 
aluminum removed, thus saving over $250 a week 
compared with partial dumping. For details on this and 
many other money-saving applications of ILLCO-WAY 
ionXchange, write us or consult your Illinois Water 
Treatment Company representative. 


THE MATCHLESS METAL POLISH CO. 
saan? ILLINOIS WATER TREATMENT CO. 


840 CEDAR ST., ROCKFORD, ILLINOIS 


NEW YORK OFFICE: 141 E. 44TH ST., NEW YORK 17, N.Y. 
CANADIAN DIST. PUMPS & SOFTENERS, LTD. LONDON, ONT. 


ADVANCE POLISHING WHEELS, INC. 


840 W. 49th Place 726 Bloomfield Ave. 
Chicago 9, Ill. - Glen Ridge, N. J. 


| 
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Metallizing Non-Conductors 
By SAMUEL WEIN 


The present work deals with every 
known method for ‘“metallizing’’ or 
the deposition of metals by electrolysis 
(plating) or non-conductors. 
divided into several sections, i.e., those 
processes which use chemical, mech- ' 
anical and physical methods for treat- 4 4 
ment of surfaces for metallizing. In 
these groups the specific methods are 
chronologically reviewed and so the 
reader can very readily get a better 
idea of the progress made by the 
various workers in these arts. At the 
end is an alphabetical listing of con- 
tributors to the art, so that the seri- 
ous workers can refer to the original 
sources of the information given in 
the text by Mr. Wein. 

The text is prepared in a practical 
fashion so that the formulas given 
will be of material use and is the 
result of literature collected by the 
author for more than 25 years and 
which has been in use by a number 
of industrial concerns here in the 
United States and abroad. 


PRICE $2.00 - 


bug DIRECT 
METAL 
CONVERTER 


Nickel anodes up to 93 inches in length 
| —cast in new shell mold process. This 


. unique method of casting produces 
be anodes of the highest purity—with opti- 
mum metallurgical properties. Density of 
anodes is at a maximum and excellent Dictionary of Metal F inishing Chemicals 
| surface is obtained. These factors account By HALL and HOGABOOM 
for longer life in plating bath. 


This volume fills the need in the 
metal finishing field for a handy 
source of information concerning the 
chemicals employed. The technical and 
common names are listed in alpha- 
betical order together with informa- 
tion as to physical appearance, chemi- 
cal formula, molecular weight, melt- 
ing and boiling points, and solubility. a 
Available grades, types and sizes of ie 
shipping containers are also given, al] 
of which are of help in identifying the 


I NICKEL RECASTING PRICE SCHEDULE 
ANY QUANTITY °"y 99+ purity 


accepted 


C PER POUND 


3 solutions of a great many salts. Vari- t 
ous solutions and dips employed in | 
| | | Write or wire for best price and delivery on the pew: A 
following Anodes: of the Plating & Finishing Galgevesk || 
Copper-Cast Beehives aot ait 
Sepper-cast Ball Tin PRICE $3.00 
i Copper-Forged Balls Lead ; 
-. | Copper-Rolled Oval 114” x 3” Carbon F 
BOOK ORDERS PAYABLE IN ADVANCE 


Ae 


METAL FINISHING 


14841 MEYERS RD. Broadway 3-2000 DETROIT 27, MICHIGAN 381 Broadway, Westwood, N. J. 
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all-PLUS Buff 


with the NEW, Scientifically 
Designed Steel Center ! { 


Yes, the fully ventilated new lathe faced GARFIELD 
Buff with the steel center is now yours at no extra 
cost. The now better balanced GARFIELD Buff with 
extra operating coolness at its periphery (where it is 
needed), will out-last buffs of comparable construction. 
It all adds up to superior buffing at lower cost. We Invite 


a Trial. 


Also a Complete Line of Air-Cooled Bias | 
Sisal and Cloth Buffing Wheels. 


Stocks available in principal cities. G A R F 8 F ° 
A few choice territories are still me 


Rhodium Plating for jewelry offers the advantages of whiteness, 
lustre and corrosion resistance... 


For electrical and other applications: protection from corrosion in 
air or unusual conditions . . . Particularly recommended for printed 
circuits and contact surfaces... 


Can be applied to many surfaces from less than one to one hundred 
milligrams per square inch... 


Consult our staff, with- 
out obligation, about your 
specific plating problems. 


SINCE 1901 


>. 


SIGMUND COHN INC. 


121 SOUTH COLUMBUS AVENUE - MOUNT VERNON, NEW YORK 
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NICKEL, COPPER, CHROMIUM, 
BRIGHT NICKEL, BLACK NICKEL, SILVER, 


ZINC, CADMIUM, TIN PLATING, 
POLISHING AND BUFFING 


2312-28 W. FULLERTON AVE. @ ARmitace 6-3135 @ CHICAGO 47, ILLINOIS 


APRIL 26,1956 


HARDWOOD LINE MFG. CO. 
2022 N. CALIFORNIA AVE. 
CHICAGO 47, ILLINOIS 


ATT; MR. ANGELO LAZARO, PRESIDENT 


DEAR SIR: 


AS PER YOUR REQUEST WE DO HEREWITH PERMIT FOR YOU TO USE 
THE FOLLOWING INFORMATION AS PUBLICATION MATERIAL. 


WE HAVE NOW TO DATE PURCHASED SIXTY "LAZO" 2SHOMC-2 14" x 
30" LUCITE PLATING BARRELS AND CAN HIGHLY RECOMMEND "LAZO" PLA- 
TING BARRELS. HAVING USED " LAZO" PLATING BARRELS FOR THE PAST 
TEN YEARS HAS MADE IT POSSIBLE FOR US TO ESTABLISH A RECORD FOR 
SERVICE TO OUR CUSTOMERS. "LAZO" BARRELS FOR US HAVE REDUCED 

THE COST FOR BREAKDOWN AND REPLACEMENT PARTS TO A MINIMUM. 


\ I WOULD LIKE TO ADD FOR YOUR FIRM, AS ONE OF THE ORIGINATOR'S, 
THAT FOR THE 20th CENTURY, THE PLATING INDUSTRY'S FINEST DEVELOP- 
MENT IS THE LUCITE PLATING BARREL. 


STEEL-BALL BURNISHING, MECHANICAL PLATING, AND RUST-PROOFING 
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Le — THE MANUFACTURERS OF 
BETTER PLATING BARRELS SINCE 1930. 


“Joday — WE PRESENT THE PLATING 


INDUSTRY WITH THE 


LAZO KING PIN 


Nine Exclusive Features... . 


LOCKS + CYLINDER DOOR + CYLINDER PLATING METHOD 
SUPER HIGH GRADE ALLOY BEARINGS ~+ CYLINDER GEAR RING 
HANGER ARM (lower) * HANGER ARM (upper). 


Here’s What It Means To You.... 


MOST ADVANCED ENGINEERING DESIGN 

SHOP-TESTED AND PERFORMANCE-PROVED FOR 5 YEARS 
LONGEST-LASTING (lowest Cost per Cycle, Per Day) 
LOWEST IN FIRST COST 

LOWEST IN OPERATING COST 

LOWEST IN UPKEEP COST 


Pre PP = 


PRODUCE 
MORE PERFECT 
PLATED PARTS 

WITH ONE 

OR A 

BATTERY 


LAZO 
BARRELS 


HARDWOOD LINE MFG. CO. 


Lucite Cylinders For Complete Cycle Plating 
UNEXCELLED SERVICE 
2022 N. California Ave. — Chicago 47, Illinois - Dickens 2-9393 


YOU CAN DEPEND ON LAZO — ORIGINATORS OF THE LUCITE PLATING BARREL 


REMOVABLE BEARINGS *° BEARING RETAINER (external) + CAM 
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“Since 1896 


Provides the Right 
U.S. Fully Automatic Equipment for processing and heavy Combination for 4 
installations are in service in More Efficient 
Operation 


U.S. Equipment leads where production 


problems call for ingenious engineering and 
design for improving quality and lowering costs. 
Whether your job calls for Electroplating, 


Electrochemical Treatment, Metal Cleaning, a 
Pickling, Acid Dipping, Drying or other related | , 
operations in any required series or combination | 
—intermittent or continuous —it will pay to 

get U.S. recommendations. Our Service 
Department is at your disposal, without obligation. 


U.S. Fully Automatic Conduit Pipe Processing In- 
stallation. Performs 24 operations in one continu- 
ous cycle including cleaning, acid treatment, zinc 
plating pipe exterior, enamelling and baking in- 
terior surface. Capacity—over 60 million feet of 
pipe per year. Glass enclosure houses U.S. 
Generator Equipment. 


U.S. Automatic Machine for processing tubu- 
lar steel furniture components. Performs 22 
operations automatically including cleaning, 
copper, nickel and chrome plating and dry- 
ing in one continuous cycle. Has 5. parallel 
processing lanes; each can take different § 
kinds of material. 


Semi- and Fully Automatic Equipment Motor Generators & Rectifiers 


U. S. GALVANIZING AND PLATING EQUIPMENT CORP. 


31 HEYWARD STREET BROOKLYN 11, N.Y., U.S.A. 
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Editorial — Forty Third in Washington 47A | 
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Cost Factors Governing Buff Selection 75 a 
By Edwin Doyle 


Ventilation 1d KH K USERS | 


' Finishing Pointers — Shunting of an Ammeter 8] 
Just out is Naraco’s 2nd edition of 
I Surface Treatment and Finishing of Light Metals — its valuable, 20 page reference book- 
4 let on plating and painting fips. 
Part VIII. | 82 
i By Dr. S. Wernick and R. Pinner Rr. . Naraco designers have select- 
E |, for illustration in this booklet, 
a Science for Electroplaters — Part XV 88 outstanding examples of successful 
a By L. Serota tip constructions from their wide ex- 
perience. Also included is an exten- 
. DEPARTMENTS sive variety of removable and re- 
3 placeable tips shown with their piece- 
4 Shop Problems Manufacturers’ Literature 139 tng 
News from 141 possibilities of reduction in costs 
through increased handling efficienc 
106 Associations & Societies 143 greater profits for Naraco 
 Kecent Developments rack users. 
Business Items 127 Get it now! . . . it’s yours abso- 
Equipment and Supplies Advertised in This Issue... 154 lutely free as another Naraco Service 
3 designed to help you maintain qual- 
i ity and realize savings through effi- 
cient materials handling. Simply 
write or phone the nearest Naraco 
plant to you shown below .. . they'll 
Eo Established in 1903 as Metal Industry by Palmer H. Langdon 1868-1935. be glad to assist septic anal 
Ee Also publishers of ORGANIC FINISHING and problems. 
4 annual GUIDEBOOKS and DIRECTORIES. 
i 381 Broadway, Westwood, N. J. 
WEstwood 5-1530 
L. H. Langdon, President-Treasurer; Palmer H. Langdon, Publisher; Th A. Trumbour, 
General Manager; Joan T. Wiarda. Sales Manager; Nathaniel Hall, Technical Editor; 
i Fred A. Herr, Pacific Coast Editor; John E. Trumbour, Equipment & News Editor; Inez 
J Oquendo, Assistant Editor; Elizabeth Meyers, Circulation Manager. a 
| Los Angeles 14, Calif. Chicago 1 A 
219 West 7th St. 35 East Wacker Drive * TIONAL RAC 
MAdison 6-5421, Financial 6-1865 4 K WNC. 
SUBSCRIPTION INFORMATION 


United States and Canada $4.00 per year, other countries $8.00. Single copies 45¢ in 
United States and Canada, other countries 85c. GUIDEBOOK-DIRECTORY 24th edition 
1956 current, 606 pages 514x77% $3.50. Please remit by check or money order; cash 
should be registered. Request for change of address should reach us on or before the 
15th of the month preceding the issue with which it is to go..in effect. In: sending us 
ey change of address,-please be sure to send your old address as well as the new one. — 
t is difficult and often impossible to supply back numbers. Copyright 1956 by Finishing 
Publications, Inc. All rights reserved. Contributed articles, letters on peftinent subjects 
are invited. Their publication, however, does not necessarily imply editorial endorsement. 
Re-entered as second class matter June 13, 1940 at the post office at New York, N. Y. 
under the Act of March 3, 1879. 


Member 


56 Business Publications National Business Society of Business 
‘ Audit Publications Magazine Editors 


| 
AMERICAN RACK CO., INC. 
8139 Lewndele Avenve Skokie, Hfinols 
IMPERIAL RACK CO., INC. 3 
Stewart Avenue Flint 5, Michigen 
INDUSTRIAL RACK CO., INC. 
N, San Fernando Rd. Les Angeles, Cal. 
INTERNATIONAL RACK CO. INC. 


H-VW-M 


Sisal-Flex and Tufta-Flex 


For fast, heavy-duty cutting on hard metal having con- 
toured surfaces, choose flexible, strong, long-wearing new 
SISAL-FLEX Buffs! Overlapped SISAL-FLEX construc- 
tion means cool running, no streaking, unusual pliancy. 
Check these features: 


Best-grade sisal is bias cut, then bound in top grade bias- 
cut cotton cloth. . . never frays, never scratches! 

Each buffing pad has extra fold . . . gives more buffing 
face, carries more compound on circumference and lead- 
ing edges. 

Ventilated steel center, in 5, 7” and 9” dia. sizes. Note 
extra row of stitching around center. 

Four rows of stitching, for strength, longer wear. 

Also available with triple sewn buffing pads. Both types 
come in standard sizes from 12 to 18 inches in diameter. 


4 ROWS OF STRONG STITCHING 


TOP QUALITY BIAS-CUT SISAL 
GREATER COMPOUND RETENTION 


Contour Buffs 


BEST GRADE COTTON COVER 


EXTRA FOLD FOR MORE BUFF FACE, 


For fast, lighter cutting on contoured work where the final 
finish must be smoother, choose strong, unusually flexible, 
long-wearing new TUFTA-FLEX Buffs! Overlapped 
TUFTA-FLEX construction means no streaking, positive 
cutting, cool operation. Look for these special features: 


. Each buff pad made of strong 86/93 cotton—bias cut to 
prevent fraying, increase wear. 

. Two rows of stitching—super flexible! Extra row of stitch- 
ing around center. 

, Double fold provides greater cutting face, extra com- 
pound-holding capacity. 

. Ventilated steel center has rugged clamping teeth for 
safety. 

. Available in standard sizes from 12 to 18 inches in 
diameter. 


EXTRA FOLD MEANS GREATER BUFF FACE, 2 ROWS OF STITCHING 
GREATER COMPOUND RETENTION FOR EXTRA FLEXIBILITY 


4 
BEST GRADE BIAS-CUT 
COTTON CLOTH 


RED-E-TO-USE FACE FOR 
EASY COMPOUND APPLICATION 


Write today for more information, and prices . . . discover how new. SISAL-FLEX and 
TUFTA-FLEX Buffs can mean savings in your buffing room! 


Your H-VW-M_ combination — 
of the most modern testing 
and development laboratory 
— of over 80 years experience 
in every phase of plating and Rapids * Los Angeles * Louisville * 
polishing—of a complete 
equipment, process and sup- 
ply line for every need. 


St. Lavis San Francisco 


HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, N. J. 
Plants: Matawan, N. J. * Grand Rapids, Mich. 


SALES OFFICES: Anderson (Ind.) * Baltimore * Beloit (Wisc.) * Boston 
Bridgeport * Chicago * Cleveland * Dayton © Detroit * Grand 
Matawan * Milwaukee 
New York ¢ Philadelphia * Pittsburgh ¢ Plainfield * Rochester 
Springfield (Mass.) °* Utica 
Wallingford (Conn.) 


@ 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES © EQUIPMENT + SUPPLIES 
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EINMSHING DEVOTED EXCLUSIVELY TO METALLIC SURFACE TREATMENTS 


ESTABLISHED 1903 


METAL FIN 


VOLUME 54 ° NUMBER 6 e 


Forty-Third in Washington 


This is the last opportunity to remind our readers that the metal finishing 
highlight of the year is close at hand. We are referring, of course, to the annual 
convention of the American Electroplaters’ Society which is being held on 


June 17-21 in Washington, D. C. 


The educational program, which is always the ostensible reason, and 
sometimes the excuse, for attending any convention of this type, consists of some 
forty papers on metal finishing and related fields, a list of which appears in this 
issue of MeraL Finisuine. A glance at the roster of eminent authors and their 
subjects should be sufficient assurance that the previous high standards are being 
maintained, if not exceeded. There is no need to discourse on the obvious advan- 
tages to be derived from attending; the exchanges of ideas, the freshening of out- 
looks, and the other benefits of which even newcomers are well aware. One never 


leaves these meetings without feeling fully rewarded. 


There will be no exposition and no formal manufacturers’ exhibits but, 
since the nation’s capital is the scene of this year’s event, most visitors will 
probably be grateful for the additional time thus made available for sightseeing. 
All the important landmarks are within a stone’s throw of headquarters and 
complete arrangements have been made for transportation and guided tours of 
the points of interest with which we have all been familiar since childhood, if 


only from picture and book. 


An innovation this year, for which the thoughtfulness of the convention 
committee cannot be praised too highly, is the special arrangement for a chil- 
dren’s program, which takes in all the sights and includes lunches during their 
tours. This observer does not intend to deprive his family of such an educational 
opportunity, and we are sure that many more conventioneers will also be quick 


to take advantage of this excellent feature. 


Congratulations are in order for the various committees whose combined 


efforts have resulted in a program which does the A.E.S. proud. See you in 


Washington. 
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A.E.S. TO HOLD 43rd ANNUAL convention @ 


WASHINGTON, JUNE 17 - 20 


Clyde Kelly 


Supreme President 


HE Baltimore-Washington Branch 

will sponsor the 43rd Annual Con- 
vention of the American Electroplaters’ 
Society in Washington, June 17-21. 
headquarters and most 
the Statler 
with a few 


Convention 
events will take place at 
Hotel, 16th and K Streets. 
some of the 


events and attendance 


housed at the Mayflower Hotel a few 
blocks away on Connecticut Avenue. 
Both hotels are located in the heart 
of the nation’s capital a few short 
House and 


blocks White 


from the 


Francis T. Eddy 
2nd Vice-Pres. 


Dr. Samuel Heiman 
Ist Vice-Pres. 
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other important Government buildings. 

Arthur G. Pierdon, with the Art 
Vetal Finishing Company, is the gen- 
eral chairman with Kenneth M. Hus- 
ion, of Armco Steel Corporation, as- 
sisting. Honorary Chairman is Dr. 
William Blum who acted as chairman 
of the previous A.E.S. Washington 
Convention in 1930, At that time and 
for many years, Dr. Blum was chief 
of the Electrodeposition Section of the 
Bureau of Standards, and he is co- 
author with the late George P. Hoga- 
boom of the book “Principles of Elec- 
troplating and Electroforming.” This 
Standards Bureau post is now held by 
Dr. Abner Brenner who is chairman 
of the educational sessions at this Con- 
vention. An exceptionally fine pro- 
gram has been lined up. The abstracts 
of the papers appear elsewhere in this 
section. 


The keynote speaker will be Dr. 
Allen V. Astin, director of the National 
Bureau of Standards, who will address 
the Monday morning opening session. 
Dr. Astin is nationally known in sci- 
entific circles. 


A registration fee of $20. will cover 
admission to the technical sessions and 
all social events. Registration will com- 
mence at the Statler Hotel on Sunday 
afternoon and evening, June 17th. This 


Herbeth E. Head 
3rd Vice-Pres. 


Dr. Ralph Schaefer 


Past President 


METAL 


Arthur G. Pierdon 


Convention Chairman 


year there will be no exhibits either of 
manufacturers’ equipment and sup- 
plies or of plated finishes. Several in- 
teresting plant visitations are planned. 
plus an afternoon excursion to Mt. 
Vernon on Wednesday. There is also 
lime provided for independent sight- 
seeing. 

A feature of this year’s convention 
is a children’s program in addition to 
the customary ladies’ program. Mary 
A. Pierdon is chairman of the Ladies 


Committee. 


Kenneth M. Huston 
Co-Chairman 


Peter Kovatis 
Exec. Sec’y. 
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enera Program 


All events are scheduled at the Hotel 

Statler unless otherwise noted. Eastern 

Daylight Savings Time used throughout 
program. 


Convention Registration in upper lobby 
on Mezzanine Floor. 


Sunday, June 17 .. 1:00 p.m.-9:00 p.m. 
Monday, June 18 _ 9:00 a.m.-5:00 p.m. 

$:30 p.m.-10:30 p.m. 
Tuesday, June 19 .. 9:00 a.m.-12:00 N. 
Wed., June 20 __... 9:00 a.m.-1:30 p.m. 
Thursday, June 21 9:00 a.m.-12:00 N. 


The registration fee of $20.00 for men 
and women and $10.00 for children 16 and 
under provides each registrant with a book 
of tickets covering all events on each pro- 
gram. 

Table reservations for the Banquet on 
Thursday, June 21, should be made in ad- 
vance at the Banquet Reservation Desk in 
the upper lobby, starting Tuesday, June 19, 
at 9:00 a.m. Banquet tickets for children 
are not included in their registration ticket 
books. These may be purchased for $7.00 
additional, with their registration. 


Sunday, June 17, 1956 
10:00 a.m. 
MASSACHUSETTS ROOM 


\.E.S. Executive Boarp MEETING. 
8:00 p.m. 


FEDERAL AND SoutH AMERICAN Rooms 


\.E.S. Ger TocetHer Party. Light refresh- 


ments. Admission by ticket. 


Monday, June 18, 1956 
10:00 a.m. 


PRESIDENTIAL ROOM 


OPENING SESSION AND Business MEETING. 
12:00 Noon 


SoutH AMERICAN Room 


FINISHING SUPPLIERS’ 
Luncheon and meeting. 


Mrs. Arthur G. Pierdon 


Ladies Chairman 


Dr. Abner Brenner 


LETAL FINISHING, 


ASSOCIATION, 


Educational Chairman 


June, 


12:00 Noon 


CALIFORNIA Room 
BRANCH SECRETARIES LUNCHEON. 
MassacHusetTts Room 


SPEAKERS LUNCHEON. 


2:00 p.m. 


PRESIDENTIAL Room 


First EpUCATIONAL Session A. Admission by 
badge. 
CONGRESSIONAL ROOM 


First EpucATIONAL Session Admission 


by badge. 


2:30 p.m. 


MASSACHUSETTS ROOM 
EpirortAL Boarp MEETING. 


Dr. William Blum 


Honorary Chairman 


6:30 p.m. 
CALIFORNIA Room 


Past Presipents DINNER. 


9:00 p.m. 


PRESIDENTIAL AND CONGRESSIONAL Rooms 


Open House. All registrants will be guests 
of the Metal Finishing Suppliers’ Associ- 
ation. Refreshments and dancing. Buffet 
served at 10:30 p.m. Admission by ticket. 


Dr. Vernon A. Lamb 


Banquet Chairman 


Fielding Ogburn 
Registration Chairman 


1956 


Tuesday, June 19, 1956 


8:00 a.m. 

Onto Room 
SPEAKERS BREAKFAST. 

9:00 a.m. 


PRESIDENTIAL Room 


SECOND EDUCATIONAL Sesston A. Admission 


by badge. 


CONGRESSIONAL ROOM 
SECOND EDUCATIONAL B. Admission 
by badge. 
12:00 Noon 
MAssacHusetts Room 
Brancu LIBRARIANS LUNCHEON, 
1:00 p.m. 
ANNUAL TouRNAMENT, FIN- 
ISHING SUPPLIERS’ AssociaTiION. Manor 
Country Club Course, Norbeck, Maryland. 
2:00 p.m. 
Massacuusetts Room 
RESEARCH COMMITTEE MEETING 
6:30 p.m. 
New York Room 
SPEAKERS DINNER 
CONGRESSIONAL ROOM 
THirp Epueationat Session B. Admission 
by badge. 
8:00 p.m. : 
PRESIDENTIAL Room 
THirp Epucationat Session A. Admission 
by badge. 
Wednesday, June 20, 1956 
8:00 a.m. 
Outo Room 
SPEAKERS BREAKFAST 
9:00 a.m. 
PRESIDENTIAL Room 
FourtH EpucatiONAL Session A, Admission 
by badge. 


CONGRESSIONAL RooM 


FourtTH EpUCATIONAL Session B. Admission 
by badge. 


Jules Horelick 
Finance Chairman 


Vincen J. Hughes, Jr. q 


Plant Visitation Chairman 
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Wendell P. Barrows 


Transportation Chairman Entertainment Chairman 


T. R. Boggess 


Asaf A. Benderly 


Hotel Chairman 


William Metzger, Jr. 
Outing Chairman 


12:00 Noon 


CALIFORNIA ROOM 


MICHIGAN STATE ALUMNI LUNCHEON, 


1:00 p.m. 


Trip To Mr. Vernon. Buses leave from 16th 
Street entrance to hotel. Admission by 
ticket. 


9:30 p.m. 


PRESIDENTIAL AND CONGRESSIONAL ROOMS 
FLook SHOW AND Dance, Admission by 
ticket. 


Thursday, June 21, 1956 


8:00 a.m. 


Onto Room 


SPEAKERS BREAKFAST, 


9:00 a.m. 


PRESIDENTIAL ROOM 


FirtH EpUCATIONAL Srsston A, Admission 
by badge. 
CONGRESSIONAL ROOM 
FirtH EpUCATIONAL Session B. Admission 
by badge. 
2:00 p.m. 
FEDERAL Room 


A.E.S. Business MEETING. 


7:00 p.m. 
PRESIDENTIAL AND CONGRESSIONAL ROOMS 


ANNUAL Banquet. Admission by reservation 
ticket only. Your Registration Book ticket 
must be exchanged for a special Banquet 
ticket. Ticket exchange starts at 9:00 a.m. 
Tuesday, June 19, at Banquet Reservation 
Desk in upper lobby. 
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Monday, June 18, 1956 


2:00 p.m. 
Session A, PRESIDENTIAL ROOM 
Novel Applications of Plating 


Chairman: Dr. E. R. Bowerman, Sylvania 
Electric Products, Ine. 


1. Some Recent Developments in Selective 

Localized Plating for Engineering Pur- 

poses. By Marv Rubinstein, Metal Fin- 

ishing Consultant. 

Investigation and Evaluation of Plating 

Processes and Plate Combinations for 

Use on Etched Circuity. By EF. H. Bab- 

cock, R. K. Stephens and R. C. Grin- 

singer, Convair. 

3. Overlay Plating of Steel Back Aluminum 
Lined Sleeve Bearings. By A. H. Beebe, 
B. F. Rothschild and G. J. LaBrasse, 
Federal Mogul Research and Develop- 
ment. 

1. The Protection of Molybdenum Against 
High Temperature Oxidation. By Julius 
J. Harwood, Office of Naval Research, 
Department of the Navy. 


te 


Session B, CONGRESSIONAL ROOM 
Thickness and Distribution of Coatings 


Chairman: Dr. R. B. Saltonstall, The Udylite 
Corporation, 


1. Gaging Thin Nickel Coatings by X-Ray 
Fluorescence. By W. W. Sellers and 
Kenneth Carroll, Research Laboratory, 
International Nickel Company, Inc. 
Measurement of the Thickness of 
Metallic Coatings by X-Ray. By Earl J. 
Serfass and Fred Achey, Lehigh Uni- 
versity. 

3. Current Distribution of Microfiles. By 
D. Gardner Foulke and Otto Kardos, 
Hanson-Van Winkle-Munning Company. 

1. Leveling Definition, Measurement and 
Understanding. By J. D. Thomas, Gen- 
eral Motors Corporation. 


bo 


Tuesday, June 19, 1956 


9:00 a.m. 
Session A, PRESIDENTIAL ROOM 


Physical and Mechanical Properties 
of Deposits 


Chairman: Mr. J. Teres, Wright Air Devel- 
opment Center. 


1. Properties of Electro-deposits at Ele- 
vated Temperatures. By W. H. Safranek 
and G. R. Schaer, Battelle Memorial 
Institute. 

2. Limitation of Plated Nickel in Jet En- 
gine Design. By R. W. Moeller and 
W. A. Snell, Pratt and Whitney Aircraft. 


METAL 


Carl H. Thiede 


Program Chairman 


Raymond Stricklen, Jr. 
Publicity Chairman 


Dr. R. B. Saltonstall 


Session Chairman 


Dr. E. R. Bowerman 
Session Chairman 


3. Some Characteristics of Electroformed 
Iron Deposits. By A. M. Max, Radio 
Corporation of America, R. Van 
Houten, P. R. Mallory and Company. 

1. A Study of the Effect of Several Or- 

ganic Addition Agents on the Hardness 

and Residual Stress in Nickel Deposits. 

By I. L. Newell, The Henry Souther 

Engineering Company. 


Session B. CoNncressionat Room 
Analysis and Control 


Chairman: Dr. Earl J. 
University. 


Serfass, Lehigh 


1. Spectrochemical Determination of Nickel 
in Bright Cadmium Plating Solution. 
By Morton Levy and Henry Friedenberg, 
Crobaugh Laboratories. 


2. Complete Polarographic Analysis of 
Cyanide Zine Plating Baths. By Thomas 
H. Collard, Jr. and David K. H. Liu, 
Friedrich Refrigerators, Ine. 

3. The  Polarographic Determination — of 


Cadmium and Cyanide in Alkaline Cad- 
mium Plating Solutions. By G. T. For- 
syth, Udylite Research Corporation. 

1. Hyperbolic Electroplating Cell. By R. 
F. Walton, Radio Corporation of Amer- 
ica, and Dr. R. Gilmont, Manostat Cor- 
poration. 


Session A. PRESIDENTIAL Room 


8:00 p.m. 


Equipment and Engineering 


Chairman: Mr. L. F. Seott, United Chro- 
mium Corporation. 


1. Coated Abrasive Belts Speed Metal 
Working Production (motion picture in 
color). By Oathoat, Behr-Manning 
Coated Abrasives Division of Norton 
Company. 
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2. Filter Media. By MW. L. Whitehurst, El 
mer Lundberg, Quentin O. Schockley, 
and John M. Hood, Indianapolis Branch 
of American Electroplaters’ Society. 

3. ‘Tank Linings. By Aenneth G. Le-Fevre, 
Metalweld, Ine. 

Plating Room Tank Ventilation Equip- 

ment. By We. Arndt, Heil 


Equipment Corporation. 


Process 


Session CONGRESSIONAL ROOM 
Protective Value and Related 
Properties of Coatings 


Chairman: Mr. C. 
Nickel Company. 


Sample, International 


|. Radiographic Detection of Pores in 
Nickel Coatings. By Fielding Ogburn 
and Wargaret Hilkert, National Bureau 
of Standards. 


2, The Permeation of Gases Through Elee- 
trolytic Nickel Deposits as Affected by 
Accelerated) Corrosion. By J. Martin 
Tobin and D. Gardner Foulke, Wanson- 


Van Winkle-Munning Company. 


3. The Effect of Impurities and Purifiea- 
tion of Electroplating Solution. I. Nickel 
Solutions. D. T. Ewing, Mich. State: 
(9) The Effects And Removal of Alumi- 
num. D. T. Ewing, Michigan State U, 
and We. O. Dow, Jr., Sunbeam Corpora- 
tion: (10) The Effeets of Manganese. 
By A. J. Smith, Michigan State Univer- 
sity and R. J. Rowe, Dow Chemical 
Company. 


Accelerated Corro- 


Progress Report on 
sion Tests for the Performance of Plated 
W. L. 


Corporation. 


Coatings (AES Project 15). By 


Pinner, Houdaille-Hershey 


Dr. Earl J. Serfass 


Session Chairman 


J. Teres 


Session Chairman 


L. F. Scott C. H. Sample 


Session Chairman Session Chairman 
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Wednesday, June 20, 1956 


9:00) a.m. 


Session A. PRESIDENTIAL Room 


Alloy Plating 


Chairman: Dr. W. 
Nickel Company. 


A. W esley . International 


Nickel- 
Ve Graw, J. 
Battelle 


Porous 
Cadmium Alloy. By L. D. 
P. Spenard and C. L, 
Memorial Institute. 

2. Gold-Silver Alloy Plating. By 4. G. 
Cafferty and R. BE. Harr, Western Elee 
tric Company. 

3. Nickel-Lron Alloy 
Magnetic Shielding. 
nell, 1. W. Wolf, 


General Electric Company. 


Electrodeposition of 


Faust, 


Electro-deposits — for 
By WeCon- 
Electronics Division, 
Improved Techniques for Electroless 
Nickel Plating on Non-conduetors. By 
Harold Narcus, Electro-Chemical 
tries. Ine. 


Indus- 


Session B, CONGRESSIONAL Room 


Three Different Coating Types. 
A Trilogy 


Chairman: Mr. G. A. Lux, Oakite Produets, 


Ine. 


1. Study of Phosphate Treatments for 
Metals. By Lloyd Gilbert, Rock Island 
\rsenal. 

2. Organic Finishes on Plated Produets. 

By Gene L. Leithauser, Research Staff, 

General Motors Corporation. 

Antimony. By A. 

Com- 


Electrodeposition of 
H. DuRose, Warshaw 


pany. 


Chemieal 


1. Acceptance Sampling by Variables. A 
Tool for Decision. By Roger H. Moore, 
Los Alamos Scientific Laboratory. 


Thursday, June 21, 1956 
9:00 a.m. 


Session A, PRESIDENTIAL Room 
Chromium Plating 


Arthur 


Chrome Corporation, 


Chairman: Mr. Logozzo, Nutmeg 


1. Chromium Plating on Gun Bores. By 
V. A. Lamb and J. P. Young, National 
Bureau of Standards. 

2. Hard Chrome Plating of 
Alloys. By L. Missel, Lockheed 
Corporation. 

3. The Adhesion of Electroplated Coatings 
to Titanium. By Connie Stanley and 

Brenner, National 


Titanium 
Aircraft 


Abner Bureau of 


Standards. 
4. Electroplating on Unusual Alloys. By 
Charles Levy, Watertown Arsenal. 
Session B. Concressionat Room 
Basie Studies of Baths and Deposits 


Chairman: Dr. William Blum. 


Aluminum from 
Amine Ether Elee- 


1. Electrodeposition of 
Aluminum Chloride 


Velson F. 


trolytes. By 
{rthur C. Doumas, Virginia Polytechni« 
Institute, Blacksburg. 
2. The 
Whiskers. By S. WV. 


phone Laboratories, Ine. 


Vurphy and 


\ irginia. 
Growth and Properties of Metal 


{rnold Bell Dele 


Study of 


Rotor Techniques. 


Adhesion by the High 
By J. 


of Physics. 


peed 
Beams. De 
Physical 


Virginia. 


partment Rouss 


Laboratory. University of 
Dissolved Gases in Plating Baths. By 


W. OM. Tucker and F. O. Beuckman, 
Eastman Kodak Company. 


cls 


Some Recent Developments in Selective, 
Localized Plating for Engineering 
Purposs 


By Mary Vetal Finishing 


Consultant 


Rubinstein, 


The operation formerly known as “brush” 


or “touch-up” plating has recently under- 


gone a complete revolution. Primarily the 
paper covers techniques of operations in- 
cluding a description of a variety of engi- 
neering applications. The metallurgical prop- 
erties of deposits obtained by such methods 
also receive some attention. 


Investigation and Evaluation of Plating 
Processes and Plating Combinations 
for Use on Etched Circuitry 
By Ek. H. Babeock, R. K. Stephens, and R. 
(. Grimsinger, Convair, Division of Gen 

eral Dynamics Corp. 
This work 


plating baths, and plate combinations pro- 


covers the various precesses, 
posed for use on etched circuitry fabricated 
from one and two side copper laminate glass 


epoxy board. 


G. A. Lux 


Session Chairman 


Dr. W. A. Wesley 


Session Chairman 


Dr. William Blum 


Session Chairman 


Arthur Logozzo 
Session Chairman 
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Dr. D. Gardner Foulke I. L. Newell 


Overlay Plating of Steel-Back 
Aluminum-Lined Sleeve 
Bearings 


By A. H. Beebe, Jr., B. G. Rothschild and 
G. J. LeBrasse, Federal-Mogul Division, 
Research and Development, Federal-Mo- 
gul-Bower Bearing, Inc. 


One of the newer products in the sleeve 
bearing industry is the steel back—alumi- 
num alloy lined bearing. This paper de- 
scribes a method for electrodepositing a lead 
alloy overlay on such bearings. 


The Protection of Molybdenum Against 
High Temperature Oxidation 


By Julius J. Harwood, Head Metallurgy 
Branch, Office of Naval Research, Navy 
Department. 


This paper reviews the status of the 
problem of the oxidation of molybdenum 
and attempts to summarize the research 
programs which have been underway for 
the development of protective coatings. 


Coating Thickness Measurement by 
Filtered X-Ray Fluorescence 


By Dr. Earl J. Serfass and Dr. Fred A. 
Achey, Department of Chemistry, Lehigh 
University 


Using X-ray fluorescence methods, thick- 
ness of thin coatings can be determined by 
measuring either excitation of the substrate 
or the coating layer. The use of filters to 
measure characteristic X-ray fluorescence 
radiation is suggested as a method for 
quantitatively determining the thickness of 
thin coatings. The method involves excita- 
tion of both the coating and substrate with 
an incident X-ray beam, and_ subsequent 
measurement of only fluorescence from the 
coating. Easily prepared filters replace the 
usual collimator-crystal procedures. 


Gaging Thin Nickel Coatings by 
X-Ray Fluorescence 


By K. G. Carroll and W. W. Sellers, Jnter- 
national Nickel Company, Inc., Research 
Laboratory 


Electrodeposited nickel coatings ranging 
in thickness from 10 to 200 microinches may 
be accurately measured by means of char- 
acteristic X-rays generated in the coating. 
Suitable X-ray apparatus is described, and 
optimum conditions for X-ray excitation, 
dispersion, and detection are discussed. The 
non-destructive character of the measure- 
ments is important in many plating appli- 
cations. 
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Henry R. Friedberg Fielding Ogburn 


Current Distribution of Microprofiles 


By Dr. D. Gardner Foulke and Dr. Otto 
Kardos, Hanson-Van Winkle - Munning 
Company 


The characteristic dimensions of micro- 
profiles are relatively small with respect to: 
(1) The product of the specific conductiv- 
ity and the slope of the polarization curve. 
(2) The “effective thickness” of the diffu- 
sion layer. Criterion 1 alone would lead to 
uniform current distribution on micropro- 
files under most conditions. Criterion 2, 
however, serves to explain both leveling and 
microthrow as it implies that the “effective 
thickness” of the diffusion layer is smaller 
for the peak than for the recess. New expe- 
rimental data are presented. 


Leveling—Definition, Measurement, 
and Understanding 


By J. D. Thomas, General Motors Corp. 


Leveling is defined. The bases for plating 
are electroforms of standard ruled speci- 
mens in which the spacing, depth, and 
angle of rulings were varied in a _ con- 
trolled manner. The degree of leveling on 
the plated samples was studied by means 
of the Surfagage, Tallysurf, interference 
microscope, and by cross-sectioning. Experi- 
mental data show that organic addition agent 
combinations primarily, influence the level- 
ing characteristics of bright nickel plating 
baths. Possible explanations of the mecha- 
nism of leveling are discussed. 


Properties of Electrodeposits at 
Elevated Temperatures 


By W. H. Safranek and G. R. Schaer, 
Battelle Memorial Institute 


Elevated temperature properties includ- 
ing oxidation resistance in air and molyb- 
denum oxide, stress rupture, thermal expan- 
sion, thermal stability, ductility, and hot 
hardness were determined for nickel, chro- 
mium, and other electrodeposits. The results 
of the research showed promising leads for 
developing improved electrodeposits for pro- 
tecting molybdenum and_ other’ metals 
against oxidation at high temperatures. 


Limitations of Plated Nickel 
in Jet Engine Design 


By R. W. Moeller and W. A. Snell, 
Pratt and Whitney Aircraft 


This paper presents in graphic form some 
of the factors which restrict the use of 
plated nickel on highly stressed jet engine 
parts. Residual stress vs. temperature, resi- 
dual stress vs. fatigue life, plate thickness 
vs. corrosion resistance and production con- 


Margaret Hilkert 


W. L. Pinner 


trol variations are discussed, showing the 
limitations of nickel plated from the Watts’ 
type, sulfamate, and electroless nickel solu- 
tions. 


Some Characteristics of Electroformed 
Iron Deposits 


By Dr. A. M. Max, RCA Victor Record 
Division and Dr. G. R. Van Houten, 
P. R. Mallory and Co. 


Deposits from a typical iron chloride 
electroforming solution are investigated un- 
der a wide variety of deposition and_ solu- 
tion variables. Cathode efficiency, deposit 
stress, tensile strength, and ductility as well 
as pitting are correlated with temperature, 
current density, acidity, ferric ion concen- 
tration and agitation. The importance of 
temperature is demonstrated and related to 
deposit stress. 


A Study of the Effect of Several Organic 
Addition Agents on the Hardness and 
Residuai Stress in Nickel Deposits 


By I. L. Newell, Henry Souther Engineering 
Co. 


No hard and ductile metals are available 
as electrodeposited coatings with low resi- 
dual tensile stress or compressive stress. 
The sulfamate formulation for Ni deposits 
was chosen to be modified with several or- 
ganic addition agents to increase the hard- 
ness and produce a compressively stressed 
electrodeposit. Three organic addition 
agents were chosen for test: saccharin, par- 
atoluene sulfonamide and naphthalene 1, 3, 
6 trisulfonic acid. The results obtained show 
a correlation between the temperature, cur- 
rent density, stress and hardness with vary- 
ing amounts of the addition agent. 


Coated Abrasive Belts Speed 
Metal Working Production 


By E. E. Oathoat, Behr-Manning Coated 
Abrasives Div. of The Norton Company 


A motion picture designed to show ad- 
vantages offered by coated abrasive belts, 
their adaptability, and available machinery 
for mass production finishing. 


Spectrochemical Determination of 
Nickel in Bright Cadmium Plating 
Solutions 


By Henry R. Friedberg, Metal Finishing 
Consultant and Morton L. Levy, Labora- 
tory Manager Crobaugh Laboratories 


In the control of brightener additions to 
cadmium plating solutions it is important 
to determine the amount of nickel present 
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in the bath. The relatively small amounts 
of nickel make the use of spectrochemical 
techniques attractive for speed, convenience, 
and accuracy. This paper describes the 
method selected and includes experimental 


data and analytical curves. A procedure for 
the preparation of standards is given. 


Complete Polarographic Analysis of 
Cyanide Zine Plating Baths 
By T. H. Collard, Jr. and David K. H. Liu 


Friedrich Refrigerators, Inc. 


A brief review of polarographic methods 
used, to date, in cyanide zine plating bath 
analyses is given. A method developed as 
a part of a general study undertaken in 
the authors’ laboratory is described. This 
new polarograph, based upon certain §as- 
sumptions and using a modified, simpler 
and less expensive polarographic circuit, 
makes possible the determination of zine, 
total sodium cyanide, caustic soda, and 
sedium carbonate. 


Construction and Operating 
Characteristics of a New Electroplating 
Cell for Current Density Studies 


By R. F. Walton, Radio Corporation of 
4merica and R. Gilmont, Manostat Cor- 
poration 


\{ new type of electroplating cell, the 
“Hyperbolic Electroplating Cell” was de- 
veloped. The hyperbolic cell was designed 
and constructed to conform to a_predeter- 
mined geometrical pattern. Cell calibration 
curves were experimentally developed 
which help to establish a simple mathemati- 
cal formula expressing the linear relation- 
ship between primary current density and 
distance measured along the cathode of 
the cell. 


Filter Media 


By Q. O. Shockley, M. L. Whitehurst, Elmer 
Lundberg, John Hood, Indianapolis 
Branch, American Electroplaters’ Society 


The object of this paper is to collect 
and classify available information on filter 
media and present it as an aid in the selec- 
tion of filter media for specific uses. 


Rapid Analysis of Cyanide 
Plating Baths 

By Dr. R. F. Muraca, Jet Propulsion Labo- 

ratories, California Institute -of Technol- 

ogy 

The development cf a simple procedure 
for analyzing plating baths is described. 
The analysis can be carried out in the 


C. Stanley Dr. C. L. Faust 
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plating shop within 10 minutes. The ap- 
paratus necessary for the analysis can be 
constructed by any machine shop and can 
be calibrated in the plating shop. The re- 
quired reagents are generally available in 
the plating shop or can be purchased locally; 
furthermore, the concentrations of the rea- 
gents used in the analysis are not critical. 


The Polaragraphic Determination of 
Cadmium and Cyanide in Alkaline 
Cadmium Plating Solutions 
By G. T. Forsyth, The Udylite Research 
Corp. 


A rapid polarographic method for the de- 
termination of cadmium and total cyanide 
in cadmium plating solutions is presented. 
Both cadmium and total cyanide can be 
determined in 10 to 15 minutes. Data com- 
paring results obtained using the method 
described and a conventional method of 
analysis is given together with the required 
calibration curves and a sample polarogram. 


Tank Linings 
By Kenneth G. Le Fevre, Metalweld, Inc. 


The paper begins with a general discus- 
sion of the lining and coating materials 
that have been used in pickling and plating 
tanks. Various coating and lining materials 
are covered including the more recent “Com- 
bination Coatings.” Insofar as possible, the 
economics of various types, along with 
practical considerations such as_ repairs 
are discussed. Case studies are presented. 


Plating Room Tank Ventilation 
Equipment 
By F. W. Arndt, Chief Engineer, 
Heil Process Equipment Corp. 


A brief discussion of the most important 
considerations for determining the exhaust 
volumes required for the various typical 
plating tanks is presented. With this as a 
basis, the paper is divided into five topics 
each being discussed mostly from a_prac- 
tical viewpoint: A) Hoods, B) Ducts, 
C) Fans, D) Fume Scrubbers, E) Stacks. 


The Radiographic Detection of 
Pores in Plated Coatings 


By Fielding Ogburn and Margaret Hilkert, 
National Bureau of Standards 


Techniques for making radiographs of 
metal coatings plated adherently on steel 
or on a radioactive basis metal are described. 
Either a radioactive metal or an X-ray 
machine may be used as the radiation 
source. Means of greatly improving sensi- 


Lloyd Gilbert Dr. Abner Brenner 
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tivity by use of microradiography are indi- 
cated. 


The Permeation of Gases Through 
Electrolytic Nickel Deposits as Affected 


by Accelerated Corrosion 


By Dr. J. Martin Tobin, General Electric 
Corp. and Dr. D. Gardner Foulke, Hanson- 
Van Winkle-Munning C ompany 


The method for measuring the permea- 
bility of electrolytic nickel foils to gases 
and the “intrinsic” permeability of various 
nickel deposits as well as wrought nickel 
are discussed. Data on the initial permea- 
bility of nickel-chromium foils is reported. 
Induced permeability after corrosion in 10 
per cent sulfuric acid is also reported as 
are the results of a study of effect of elec- 
trolytic corrosion, according to the Pinner- 
Pierce method. 


Effect of Impurities and Purification 
of Electroplating Solutions 1. Nickel 


Solutions 


9. The Effects and Removal of Aluminum 
(AES Project 5) 


By Dr. D. T. Ewing and Dr. A. J. Smith, 
Vichigan State University and Dr. W. O. 
Dow. Jr., Sunbeam Corporation 


The effects of aluminum on the appear- 
ance, adhesion, ductility, salt spray corro- 
sion resistance, hardness and throwing pow- 
er on electrodeposited nickel were studied. 
Low and high pH Watts solutions were 
studied for effects on spray nickel deposits, 
organic and_ nickel-cobalt solutions for 
bright deposits. 


Effect of Impurities and Purification 
of Electroplating Solutions 1. Nickel 
Solutions 


10. The Effects and Removal of \langane-e 


By Dr. A. J. Smith, Michigan State Univers- 
ity and Dr. R. J. Rowe. Dow Chemicai 
Co. 


The effects of m=: e in solution in 
the physical prope:t.c- ‘lectrod 
nickel were studie i As im vrevi us wot 
solutions employed were 2.2 sia 5.2. pH 
Watts organic, and nickel-cobalt. Concentra- 
tions up to 300 mg./l. showed no significant 
effect on any of the properties. Removal of 
manganese cannot be effected by either low 
current density electrolysis or high pH 
treatments. 


A. H. Du Rose 


Dr. Harold Narcus 
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Progress Report on Accelerated 
Corrosion Tests for the Performance 
of Plated Coatings 
(AES Project 15) 


By W. L.. Pinner, Houdaille Industries, Inc. 


The third report of the Project 15 Com- 
mittee accounts for continuing work in an 
endeavor to produce a dependable repro- 
ducible corrosion test for plated coatings. 
The report considers in detail the intensi- 
fied effort which has been expended on 
two tests selected from those listed in the 
last report and which give promise of be- 
ing successful in their application. 


Electrodeposition of Porous 


Nickel-Cadmium Alloy 


By L. D. MeGraw, J. P. Spenard, and 
Dr. ©. L. Faust, Battelle Wemorial Institute 


Porous nickel-cadmium alloy plate was 
deposited from a sulfate-chloride bath. Por- 
osity as high as 30 to 50 per cent was in- 
duced by a colloidal addition agent. Gelatin 
was added to control stress and nodulation 
up to thickness of about 0.015 inch. Plate 
composition could be controlled up to 5 
per cent cadmium, 


Gold-Silver Alloy Plating 


By R. E. Harr and A. G. Cafferty, 
Western Electric Co., Inc. 


This report covers investigations of gold 
silver alloy plating from a cyanide type 
solution. The investigation was conducted 
to develop a set of conditions which would 
produce an 8 per cent silver gold alloy and 
several sets of conditions which yield such 


an alloy are given. 


Nickel-lron Alloy Deposits for 
Magnetic Shielding 
By V. P. McConnell and Dr. I. W. Wolf, 


General Electric Co. 


This paper covers the development of 
nickel-iron deposits to obtain thicknesses of 
plate from .003 inch to .025 inch. The 
effects of metal ion concentration and the 
conditions necessary to arrive at a deposit 
of the greatest initial permeability are listed. 
The effects of organic addition agents to 
reduce brittleness are also covered. 


Improved Techniques for Electroless 
Nickel Plating on Non-Conductors 


By Dr. Harold Nareus, President and 
Technical Director Electrochemical Indus- 
tries, Inc. 


This paper describes new and improved 
techniques for depositing electroless nickel 
coatings on non-conductors specifically cera- 
mies, glass and plastics. More rapid and 
complete coverage of the non-conductive 
surface and greater adhesion of the nickel 
deposit to that surface result from employ- 
ment of “de-polarizing,” “sensitizing” and 
“activating” techniques which have been 
evaluated fully in many diver. ified industries. 


Study of Phosphate Treatments 
for Metals 
By Lloyd Gilbert, Rock Island Arsenal 


This paper covers the actual formulation 
of the phosphate coating chemicals and the 
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functions of the individual components of 
the bath. The erratic corrosion behavior of 
the phosphate coatings is explained. <A 
theory concerning the proper approach to 
improving the quality of phosphate coatings 
is presented as a conclusion drawn from 
the data presented. 


Organic Finishes on Plated Products 


By Gene L. Leithauser, Research Staff 
General Motors Corporation 


This report covers factors affecting the 
adhesion of organic finishes to plated parts. 
This will include plating 
well as post-plating procedures that influ- 
ence the durability of the organic finish. 
Pre-paint methods, chemical treatments on 
chromium plate, and use of primers is cov- 
ered. Durability of pigmented and clear fin- 
ishes over plated parts are also discussed. 
Evaluation methods and results of surveys 
of durability are included. 


procedures as 


Some Notes on the Electrodeposition 
of Antimony 


By A. H. Du Rose, Harshaw Chemical Co. 


The results reported are a summary of 
an experimental survey made to determine 
the properties of electrodeposited antimony 
as a decorative and protective coating. The 
outstanding property of antimony is its lack 
of ductility or cohesive strength. In_ spite 
of this, good but not consistently reproduc- 
ible corrosion obtained. 
There appears to be some relation between 
adhesion and the respective orientations of 
the substrate and deposit. 


protection was 


A Tool for Decision—Acceptance 
Sampling by Variables and How 
it Works 


By Roger H. Moore, Los Alamos Scientific 
Laboratory 


This paper describes acceptance sampling 
by variable which is a set of rules for 
deciding whether or not a lot of production 
pieces is acceptable under specification 
limits. The effectiveness of the set of rules 
is measured by the shape of an operating 
characteristic curve which gives the proba- 
bility of accepting a lot if it has a certain 
proportion of defective parts in it. 


Chromium Plating of Gun Bores 


By Dr. V. A. Lamb and J. P. Young, 
National Bureau of Standards 


This paper describes the history of gun 
barrel plating prior to World War II, and 
since that period. The physical and chem- 
ical properties required of a gun bore coat- 
ing are outlined, and the degree to which 
chromium and other metals meet these 
requirements is indicated. Methods for ap- 
electrodeposits to gun 
Electropolishing of 


plyirg chromium 
bores 


gun bores is also described. 


are described. 


The Adhesion of Electroplated 
Coatings to Titanium 


By C. Stanley and Dr. Abner Brenner 
National Bureau of Standards 


Good adhesion of electrodeposited coat- 
ing to titanium is prevented by an oxide 
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film. A pretreatment for circumventing this 
difficutty was developed which involved the 


formation of titanium fluoride coating 
by an electrolytic treatment in a_ solution 


of hydrofluoric and acetic acids. 


Hard Chrome Plating of 
Titanium Alloys 


By L. Missel, Lockheed Aircraft Corporation 


Highly adherent chromium has been ap- 
plied to several titanium alloys by elec- 
troplating. The process consists of an im- 
mersion treatment in a simple aqueous bath 
followed by plating in a conventional sulfate 
bath. A simple semi-quantitative plate ad- 
hesion-bearing property evaluation test has 
been developed, 


Electroplating Chromium on 
Unusual Alloys 


By Charles Levy, Watertown Arsenal 


By variations in pretreatments, chromium 
has been electrodeposited from a conven- 
tional bath on some unusual alloys. Included 
among the basis metals were high-cobalt 
alloys, such as Stellite 21, $-816 and V-36; 
high nickel alloys, such as Hastalloy B, 
Hastalloy CG and Inconel X; molybdenum; 
and stainless steels, such as 502 and 19-9DIL., 
Chromium plated AISI 4340 steel was used 
for comparison purposes. A nickel chloride- 
hydrochloric acid electrolytic treatment ap- 
plied prior to chromium plating was the 
principal means by which sound deposits 
with good adhesion were achieved. 


A New Organo-Aluminum Chloride 
Bath for Deposition of Aluminum 


By Dr. Nelson F. Murphy and Dr. Arthur 
C. Doumas, Virginia Polytechnic Institute 


4 new electrolyte for the deposition of 
aluminum, consisting of a solution of alumi- 
num chloride in ether and substituted amine, 
is described. The limitations of operating 
conditions are given. The deposits are ad- 
herent, can be made of considerable thick- 
ness and may be polished. Bright deposits 
have been obtained from the bath at high 
current densities. 


The Growth and Properties of 
Metal Whiskers 


Ly S. M. Arnold, Bell Telephone 


Laboratories, Inc. 


An account of studies at Bell Telephone 
Laboratories following the discovery that 
failure of certain electrical equipment was 
a result of the presence on a metal surface 
of a number of microscopic filaments. The 
filaments or “whiskers” were found to be 


metal single crystals possessing unique 
properties. These unusual properties are 


attributed to a perfection of structure not 
Tound in bulk material, and hence are of 
interest in fundamental studies of the me- 
tallie state. 
Study of Adhesion by the High 
Speed Roto Technique 
By Dr, J. W. Beams, Department of Physics, 
University of Virginia 
If films of a material are uniformly de- 
posited on the peripheries of cylindrical 
(Continued on page 74K) 
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rogram 


The National Association of Metal 
Finishers has announced that it will 
hold its annual meeting and the fifth 
management seminar on Sunday and 
Monday, June 17-18, 1956, at_ the 
Mayflower Hotel, Washington, D. C. 
The meetings are being held in con- 
junction with the Annual Convention 
of the A.E.S. 

The annual meeting of the member- 
ship at 9:00 A.M. on Sunday, will be 
followed on Monday by the all-day 
management seminar, during which 
four sessions and a banquet are sched- 
uled. with talks on topics of interest to 
the owners and operators of job-shop 
metal finishing companies and_ the 
managers of finishing departments of 
manufacturing pianis. 

Included in the sessions starting at 
1:00 P.M., June 18th, will be the sub- 
ject of Waste Disposal Legislation, by 
William Acks, assistant general man- 
ager. Bechtel-McLaughlin Corp., San- 
dusky, Ohio; Labor Relations Prob- 
lems. by Robert L. Giesel, president, 
Adolph Plating, Inc., Chicago, IIL; 
Work Simplification for the Job-Shop. 
by S. J. Fecht, president, S. J. Fecht 
& Associates, Chicago and New York: 
and General Shop Operating Problems 
hy Silvio C. Taormina, director, Plat- 
ers Technical Service. New York and 
Chicago, and technical advisor to the 
\ssociation. 


Beginning at 6:30 P.M., the group 


The Mayflower Hotel 


will assemble for cocktails and din- 
ner, at which time the key speaker 
will be a representative of small busi- 
ness interests in Congress. Subject of 
the Congressman’s talk will be the 
current shortage of nickel metal, and 
the relationship between Congress and 
small business. 

John Palik, Jr.. president of Na- 
tional Plating Corp., Cleveland, Ohio 
and the Association’s president, has 
announced that the registration fee for 
the seminar, including cocktails and 
dinner, will be $10.00 per person. 


The Hotel Statler 
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Sunday, June 17, 1956 
8:00 p.m. 


Get Together Party 

Hotel Statler—Federal & South 
American Rooms 

Admission by ticket. 


Monday, June 18, 1956 
11:00 a.m. to 4:00 p.m. 
SIGHTSEEING 


Bus: Hotel Statler—l6th St. Entrance 

National Zoological Park 

Lunch 

Smithsonian Institute & Museum of Natural 
History 

Use ticket in book. 


9:00 p.m. 


Metal Finishing Suppliers Association Open 
House 
Admission by ticket. 


Tuesday, June 19, 1956 
10:00 a.m. to 4:00 p.m. 
SIGHTSEEING 


Bus: Hotel Statler——l6th St. Entrance 
Washington Monument 

U. S. Capitol (Guided Tour) 

Federal Bureau of Investigation 

Trip through Potomac Park 


Use ticket in book. 


Wednesday, June 20, 1956 
1:00 p.m. 


Trip to Mt. Vernon 
Bus: Hotel Statler——l6th St.. Entrance 
See Changing of the Guard at the Tomb 
of the Unknown Soldier 
Ride Through Old Alexandria 
Visit Mt. Vernon 
Enjoy a boat ride on historic Potomac River 
Use tickets as marked. 
9:30 p.m. 


Floor Show 
Admission by ticket. 


Thursday. June 21, 1956 
10:00 a.m. to 4:00 p.m. 
SIGHTSEEING 


Bus: Hotel Statler—l6th St. Entrance 
White House 

Bureau of Printing & Engraving 
Lincoln Memorial 

Lunch 

Washington National Airport 

Use ticket in book. 
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LADIES PROGRAM 
Sunday, June 17, 1956 
8:00 p.m. 


FepERAL & SouTH AMERICAN Rooms 


Get ToceTHer Party. This is the time and 
place to greet your old friends and to 
make new ones. Come one, come all! Re- 
freshments. Admission by ticket. 


Monday, June 18, 1956 
10:00 a.m. 


PRESIDENTIAL BALLROOM 


OpeNING Session. Ladies, see your men off 
to a good start for a successful Conven- 
tion! Hear Dr. Allen V. Astin of the 
National Bureau of Standards deliver the 
keynote address. 


12:00 Noon 


Wittarp GRAND BALLROOM 


LuNncHEON. Meet with the Ladies Committee 
for luncheon in the newly decorated 
Grand Ballroom of Washington’s most 
historic hotel, THE WILLARD. Here 
Presidents have resided, the great have 
registered, historical decisions have been 
made, and all are graciously received. 
Admission by ticket. 


Mrs. Mary Lowry 


Chairman 
Information Committee 


Mrs. Elsie Stricklen 


Chairman 
Children’s Program 
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2:00 p.m. 
F SrreeT ENTRANCE — WILLARD HOTEL 


WASHINGTON Tour. Get a bird’s eye view 
of your Nation’s Capital. Bus Ticket in 
Ladies Book. 


9:00 p.m. 
PRESIDENTIAL AND CONGRESSIONAL ROOMS 


METAL FINISHING ASSOCIATION 
Oren House. Fellowship, refreshments, 
and dancing will make a_long-to-be-re- 
membered evening. Buffet supper at 10:30. 
Door prizes. Admission by ticket. 


Tuesday, June 19, 1956 
12:00 Noon 


TERRACE Dintnc Room, NATIONAL AIRPORT 


Tue Aunt Etta Society LUNCHEON, spon- 
sored by Oakite Products, Inc. awaits you. 
Dave Clarin, our genial host, makes it a 
delightful party in a most unusual eet- 
ting. Admission by ticket. 


Wednesday, June 20, 1956 
1:00 p.m. 
16TH St. ENTRANCE — HorTet STATLER 


Trip TO Mr. VERNON. Buses leave from the 
16th St. entrance of the Hotel Statler. 
This is your opportunity to see the Chang- 
ing of the Guard at the Tomb of the 
Unknown Soldier, to ride through Old 
Alexandria, to visit Mt. Vernon, and to 
enjoy a beautiful boat ride on historic 
Potomac River. Use tickets as marked. 


9:30 p.m. 
PRESIDENTIAL AND CONGRESSIONAL ROoMS 


FLoor SHow Anp Dance. A gala evening of 
fun and dancing is in store for you. Don’t 
miss it. Admission by ticket. 


Thursday, June 21, 1956 
12:00 Noon 


Granp BALLROOM — MAyFLowerR 


LuncHEon. The Udylite Corporation enter- 


Mrs. Gladys Scott 


Chairman 
Oakite Party 


Mrs. Loretta Huston 


Chairman 
Udylite Luncheon 


METAL 


tains you. Our host, Dr. Richard Salton- 


stall, will conduct the ladies’ “Educa- 
tional Session.” He will discuss “What 
the Quality of Plating Means to You.” 
Admission by ticket. 


2:00 p.m. 
MAYFLOWER Hotet — GRAND BALLROOM 


Prato Party. Is this your lucky day? Mrs. 
Joan Wiarda, our Guest Hostess with the 
mostest, provides an afternoon of fun. 
There will be fabulous prizes galore. Ad- 
mission by ticket. Before leaving you will 
receive: 1) orchids from the Rapid Elec- 
tric Co.; 2) ladies gift from the Baltimore- 
Washington Branch. Use tickets in book. 


7:00 p.m. 


PRESIDENTIAL AND CONGRESSIONAL ROOMS 


AnnuAL Banquet — Dancine. A_ grand 
climax for your Washington visit! Be sure 
to change your Banquet Ticket for a table 
reservation. Prizes and awards will be 
made this evening. 


The Washington Tour at 2:00 p.m. on 
Monday will give the Ladies an all over 
look at the beauties of Washington. Op- 
tional tours have been arranged which will 
allow more time for seeing individual fea- 
tures of the city. 


OPTIONAL TOURS 
Tuesday, June 19, 1956 
8:30 a.m. 


OPTIONAL SIGHTSEEING Trip. Tour B, inte- 
rior of Public Buildings. Price $2.00. 
Tickets may be purchased at Registration 
Desk. 


Wednesday, June 20, 1956 
8:30 a.m. 


OPTIONAL SIGHTSEEING Trip. Tour E, Shrines 
and Cathedrals. Price $2.00. Tickets may 
be purchased at Registration Desk. 
Tickets for these trips will be available 

on the preceding day to enable us to order 

the buses. 


Mrs. Mabel Barrows 


Chairman 
Ladies’ Luncheon 


Mrs. Joan Wiarda 


Hostess 
Plato Party 
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Sightseeing 


Washington 


The Convention Committee has 
planned a wide variety of entertain- 
ment features in which a number of 
tours are included. However, many of 
the visitors may want to get a better 
look at some of the points of interest 
or may wish to stay over a day or two. 
For these several “Tabulated Tours” 
have been planned. Each one_ takes 
about a day. Copies will be available 
at the Convention Registration Desk in 
the Statler. 


TOUR NO. 1 


Library of Congress 


One of the largest libraries in the world. 
First draft of Gettysburg Address; Guten- 
berg Bible; Miscellaneous — _ Historical 
Papers. 


No. 40 Lincoln Park car from K & Con- 
necticut. 


Folger Shakespeare Library 


Collection of Shakespeareana and Eliza- 
bethan Theater. 


Cross street from Library of Congress. 


The Capitol 


Guided tours every 15 min. 25c. To see Con- 
gress in session, obtain pass from your sen- 
ator or representative. Any Capitol Guard 
can tell you when he is in town. 


Walk 1 block. 
Senate Office Bldg. 


Subway from sub-basement in North wing 
of Capitol. 


Botanical Gardens 
Large collection of rare plants and flowers. 


Walk to South-West corner of Capitol 
Grounds. 


Department of Justice 

FBI tours, 9:30 to 4:00 

Walk west on Pennsylvania Avenue to 9th 
Street. 

Archives Building 


Declaration of Independence. The Constitu- 
tion, 

Walk west on Pennsylvania Avenue to 13th 
Street. 


Department of Commerce Building 


‘ontinuous statistical recording machine 
ir births and deaths. Aquarium. 


Valk west on Pennsylvania Avenue to 14th 
treet. 
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Pan American Union Building 


Patio with Aztec & Mayan motif; banana, 
coffee, rubber, and papaya trees. Exhibits 
of South American Craftsmanship. 


Walk South to Constitutions Avenue and 
West to 17th St. 


Return to Statler by R-4 Farragut Square 
bus from 18th and Constitution. 


TOUR NO. 2 


Smithsonian Institution 


Gigantic and intriguing collection of every- 
thing pertaining to the social and industrial 
history of the country. 


S-2, Federal Triangle bus from 16th and K. 


Mount Vernon 
Estate of George Washington. 
A. B. & W. bus from 12th and Pennsylvania. 


Tidal Basin & East Potomac Park 


Cherry Blossoms (in April) Jefferson Me- 
mcrial. 


Taxi ride returning to hotel from bus term- 
inal after return from Mt. Vernon. 


TOUR NO. 3 


National Presbyterian Church 
(if in town on a Sunday) 
President attends 9:00 A.M. Service when 
he is in town. 
Taxi to Connecticut Avenue and H St. (60c). 


National Zoological Park 


1,800 acre woodland setting for one of the 
finest zoos in the country. 


Taxi (60c). 


Washington Monument 


View of District of Columbia, Maryland, & 
Virginia from 500 ft. height. 


From Zoo take L2 or L4 bus to 14th & K; 
transfer to 50 or 54 streetcar and get off 
at 14th & Constitution. 

Washington Waterfront Maine Avenue 


Sea Food Restaurants. Herzog’s, Hogate’s 
Naylor’s, New England. 


Taxi from Washington Monument. 


National Gallery of Art 


Collection of some of the world’s most fa- 
mous paintings. Concerts at 8:00 P.M. on 
Sunday. 


Taxi from Waterfront. 


TOUR NO. 4 


Bureau of Engraving 


Printing of currency. Free guided tours 8 
to 11 A.M. & 12:30 to 2 P.M. 


Bureau of Engraving streetcar from 4th & 
K to end of line. 
Supreme Court Bldg 


Court sessions open to public at 11:00 A.M. 
Free Guided tours of building. 
Taxi from Bureau of Engraving. 
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Arlington Cemetery 


Tomb of Unknown Soldier and frequent 
military funerals. 


Taxi from Supreme Court to Lincoln Me- 
morial and Arnold bus to cemetery entrance. 


Georgetown section of Washington 


Little changed from early years. Called the 
most beautiful section of Wash. Antique 
Row of Wisconsin Ave. Georgetown Uni- 
versity. 


No. 4 Arnold bus from Arlington to Ross- 
lyn, Va. Navy Yard streetcar to 3lst & M 
Sts. 


TOUR NO. 5 
White House 


Guided tour through rooms open to the 
public. 


Walk from Statler, South on 16th Street. 


Corcoran Gallery 


Collections of paintings by American and 
European artists. 


Walk from White House to 17th & E. 


Freer Art Gallery 

Whistler Collection and Chinese art. 
Taxi from Corcoran. 

Ford’s Theater 

Lincoln Museum. 

Taxi. 

Shopping District 


Hecht’s, Kann’s & Lansburgh’s at 7th & F 
Woodward and Lothrop at 10th & F and 
Garfinckel’s at 14th & F. 


Walk from Lincoln Museum. 


ABSTRACTS 
(Continued from page 74H) 


rotors having different radii and the rotor 
speeds are increased until the material is 
thrown off, both the tensile strength and 
the adhesion to the rotor surface of the 
material may be determined. If the material 
is deposited on a rotor in circumferentially 
disconnected patches, the absolute value of 
the adhesion can be obtained directly. The 
techniques of spinning magnetically sus- 
pended rotors in a vacuum is described 
and its application to the measurement of 
the adhesion of electrodeposited and evapo- 
rated metals on rotor surfaces is discussed. 


Dissolved Gases in Plating Baths 


By W. M. Tucker and F. O. Beuckman, 
Eastman Kodak Co. 


It was found that a Watts nickel bath in 
good operating condition, when properly 
degassed, would yield pit-free deposits until 
it became saturated with a gas or gases 
at the temperature of operation. A suitable 
device ready made was found in the Van- 
Slyke Blood-Gas apparatus. Using the Van- 
Slyke Blood-Gas apparatus equilibrium 
studies indicate the limits of this approach 
and confirm the conditions which will pro- 
duce pit-free deposits. 
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Herman Struckhoff 


President, Metal Finishing Suppliers Ass‘n 


Joe Duffy 


Ist Vice-Pres. 


AS convention time rolls around 
once again we look forward to the 
privilege and pleasure of entertaining 
all the old friends of the Metal Finish- 
ing Suppliers’ Association, and mak- 
ing many new ones, too. This growing 
and increasingly active trade associa- 
ition, composed of the industry’s man- 
ufacturers and distributors, will play 
its customary roll in the convention 
activities. 

All the Association’s meetings will 
take place at the Statler Hotel during 
the week of June 17. The Trustees’ 
Meeting will be held on Sunday, June 
17, from 2 P.M. to 5 P.M. All chair- 
men of committees and sub-commit- 
tees are invited. 


74L 


M. M. Beckwith 
2nd Vice-Pres. 


METAL FINISHING SUPPLIERS ASSOCIATION PROGRAM 


At noon on Monday, June 18, a 
luncheon and meeting will be held at 
the South American Room. Represent- 
atives of supply houses and all firms 
selling to the metal finishing field are 
urged to have someone present for the 
meeting. What better opportunity for 
a friendly and informal gathering with 
other suppliers. where mutual prob- 
lems can be discussed? Immediately 
following the luncheon a_ business 
meeting will be held, at which time the 
election of officers will take place. 

All those who have attended previ- 
cus conventions will be looking for- 
ward to the gala Open House spon- 
sored by the MFSA at 9 P.M. on 
Monday evening, June 18, at the 
Presidential and Congressional Rooms. 


Earl W. Couch 
3rd Vice-Pres. 


This event is always a “must” and is 
one of the social highlights of the 
week. All registrants are the guests of 
the Association, and can be assured a 
very pleasant evening of dancing, gay 
reunions, new friendships, of 
course refreshments and a buffet at 
10:30 P.M. - 

The other social activity of the 
MFSA is the annual Golf Tournament. 
which grows more and more popular 
each year, As in the past, golfers are 
urged to bring their clubs, shoes and 
handicaps—every one has a chance to 
win. The tournament, in the capable 
hands of our perennial Golf Chairman, 
Joe Duffy, will be held at the Manor 
Country Club Course in Norbeck, Md. 
on Tuesday, June 19, at 1 P.M. 


Tom Trumbour 
Treasurer 
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So end the MFSA activities during 
convention week. We trust that the 
rest of your stay in Washington, D. C. 
will be pleasant, and that you will have 
enjoyed the activities we shared. 

It is with deep regret that we report 
on the death of Wilfred S. McKeon. 
one of the founders and a past presi- 
dent of the International Fellowship 
Club. 

Born in Scottdale, Pa., he lived for 
35 years in Greensburg. where he was 
president of the Sulphur Products Co. 

Wilfred, who was also a charter 
member of the American Electroplat- 
ers’ Society, Pittsburgh Branch, is 
survived by his wife Alma of 432 
Greene St., Greensburg, Pa. and his 
sister. He will be missed by his many 
friends. 


A. P. Munning 
Secretary 


Wilfred $. McKeon 
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Cost Factors Governing Buff Selection 


By Edwin Doyle, Barker Bros., Inc., Brooklyn, N. Y. 


AVINGS that can be made in the buffing depart- 

ment are often surprisingly out of proportion to 
the money spent on buffs and compound. Purchasing 
agents and other personnel responsible for selection of 
finishing supplies often are not aware that buffs and 
compounds account for a very small percentage of the 
finishing cost. In many cases this runs under five per- 
cent. Also omitted from consideration or considered 
only superficially is the fact that the buff is a tool and 
a very important tool. With this tool the surface of the 
metal is mechanically altered from a dull scratchy sur- 
face to a surface with a bright appealing finish. This 
tool should be selected with care and the right one 
picked to do the job with the least overall cost. If you 
give a carpenter a tack hammer to nail up rafters or a 
sledge for putting up trim, you are sure to get a poor 
and costly job. This may sound like a ridiculous com- 
parison but every day there are thousands of tack 
hammer buffs trying to do sledge hammer jobs. 

In order to arrive at a true basis for making buff 
selections. we must first consider the many factors that 
go into the total buffing cost. Pre-conceived values 
should be forgotten until all cost factors are consid- 
ered and realistic values assigned to each. Following 
is a list of cost factors found in almost every buffing 
operation. They are purposely not listed in any order 
of comparative value. Since we are concerned with 
selection of the best buff and, of course, its counter- 
part in compound, we must only consider the portion 
of these cost factors that would be effected by the buff 
performance. 

Labor cost 
Compound cost 
Buff cost 
Power cost 
Machine-down time 
Set-up time 
Break-in time 
Machine depreciation (include exhaust system) 
Fixed overhead (rent, light, heat) 
Cost of salvaging rejects 
(careful, this may be a sleeper) 
Supervision cost 
Maintenance cost 


Primary Cost Factors 


The labor considered should be only that which is 
connected with the actual buffing operation. Stock 
clerks and floor help, while contributing to the total 
cost, are in proportion to the volume being produced 
and the cost per unit finished should remain constant. 

Compound and buff costs should be the actual cost 
of both items delivered to the buffing room but not 
set up on the machine. 

Power cost would include the cost of electricity per 
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unit buffed. Compressed air used on automatic or semi- 
automatic set-ups would be constant per unit finished. 

Machine-down time is that period when a machine is 
not producing. This, exclusive of labor, has a definite 
bearing on the overall cost and can be influenced by 
the selection of buffs. If a wheel has to be replaced 
three times a week instead of twice a week, the ma- 
chine is idle 50° more of the work week. 

Set-up time includes labor for removing the old 
wheel and setting up the new wheel. It may vary con- 
siderably depending on the kind of buff selected. The 
cost divided by the number of units buffed per set will 
give the unit cost. Naturally, the more pieces buffed, 
the lower the unit cost. 

Break-in time is the time required after the new 
wheel is set up and started until the buff is producing 
properly, giving the desired finish in the minimum 
time. This will vary considerably, of course, depending 
on the job and the buff. It may take as little as twenty 
minutes to fully break in or as much as three or four 
hours on semiautomatic machines where a wheel has 
to form to the contour of the work. On automatic 
equipment, where the buff does not have to form a 
contour, it may still be close to two hours before the 
compound has worked down into the buff fabric suffi- 
ciently to form a satisfactory “head.” During this 
breaking-in time, the labor cost will be higher and the 
rate of rejects may be especially high. 

The costs resulting from machine-down time, set-up 
time and break-in time, may vary from 10% to as 
much as 100% of the cost of the buffing wheel. Con- 
sidered properly these costs may have a big influence 
on buff selection. 

Machine depreciation, as such, can be obtained quite 
easily and is usually quite small for hand buffing opera- 
tions, On the other hand, when considering automatic 
equipment, it may be a very large factor. Very impor- 
tant, in the present expanding economy, is the fact 
that selection of the best buff for the job may elimin- 
ate the necessity of purchasing another piece of equip- 
ment. This was illustrated very recently by a manu- 
facturer of electrical appliances working a double shift 
in the buffing room. A new line made it evident that 
work must be contracted out or additional equipment 
obtained. Complicating the problem was an already 
crowded factory with no room available for more 
equipment. By changing the selection of buffs, increas- 
ing the speed of the lathes and increasing the horse- 
power of the lathes, the semi-automatics were able to 
turn out the additional production with ease. 

This example could also be used to illustrate the 
relationship of fixed overhead to the unit cost. Included 
here should be the rent for the floor space necessary 
for the buffing department. A figure including light and 
heat can easily be determined and should be broken 
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down on a square foot basis. A certain number of 
square feet can then be apportioned to each piece of 
equipment, thereby giving the cost per machine. This 
in turn can be broken down further by using the num- 
ber of finished pieces which come off the machine. 

The cost of salvaging rejected work may result in 
needless expense which can equal and exceed the cost 
of the buff. Very often the work has zone on to assem- 
bly, has had additional labor operations, or has been 
plated. The cost, together with the cost of preparing 
the part to be buffed again, must be considered. This 
is a cost that is definitely influenced by buff selection. 
A manufacturer of flash lights reports a $25,000 saving 
on rejects. A manufacturer of deep drawn aluminum 
shells calculated a reduction of $20,000 a year in cost 
by eliminating reworks. Both were done by a change 
in buffs used. Many other manufacturers report ap- 
preciable savings but don’t attempt to give estimates. 

Supervision costs tie in closely with labor costs. Even 
more important is the fact that industry, in general. is 
troubled by a lack of sufficiently trained supervisory 
personnel. If increased production per supervisor can 
be effected, it has accomplished more than the tangible 
saving in dollars, 

Maintenance costs are usually affected by the num- 
ber of machines rather than the number of parts pro- 
duced. Therefore, an increase in the number of finished 
pieces coming off a machine will decrease the unit cost 
for maintenance. 

These are the primary cost factors to be considered 
in the selection of buffs. Certain shops may add other 
items. Many shops will claim that it is impossible, with 
the quantities of work coming through, to determine 
these costs on an actual basis. This may be true in 
varying degrees but many can be broken down on a 
broader basis. Definitely, regardless of size or type of 
the buffing operation, these factors should be set down 
in some way and given a definite value. They should be 
converted to percentages of the overall buffing cost and, 
from this, the importance of each cost can be consid- 
ered in relation to the overall cost and the other indi- 
vidual costs. 


We have now a list of costs related to one another 
and to the overall cost. On this list there are two items 


TABLE I 
Per Month of Total 
Buffs $ 3,000 6.9% 
Compound, belts, other 
supplies 1,000 9.2% 
Production labor (including 
floor help) —_ 16,000 36.8% 
Foreman, Set up, Supervis- 
ory, & Repair Labor 1,800 4.1% 
Subtotal 24,800 
75°. of above to cover gen- 
eral overhead - 18,600 43.0% 
Total $43,400 100% 


(The above figures are rounded out for easy com- 
parison. 


which will influence all the rest of the costs. These are 


the buff and the compound. 


Buffs and Compounds 


Table I lists a monthly breakdown given on the 
overall buffing operation by the manufacturer of a line 
of small appliances. Some of the costs listed above have 
been grouped together and added as general overhead. 

This breakdown is made on a monthly basis, not to 
show costs on an individual job but to illustrate how 
the relative costs may compare. If we broke this cost 
down for individual jobs, we would have to break up 
the overhead into its component parts. 

Using this example as a guide, one can quickly make 
a broad breakdown of his polishing operation. Take 
a year’s bills and the cost of buffs and compounds will 
be found in several minutes. Check payroll books, time 
books or even the yearly summary compiled for with- 
holding tax records. Most companies can easily deter- 
mine the labor that should be charged to the polishing 
operation. If the average number of employees and 
the average wage are known, one can estimate close 
enough. Supervisory costs, may be known without 
looking them up, but if not, can be found promptly. 

All that remains is overhead. The firm’s accountant 
can provide this figure or a percentage to work from. 


With a breakdown available on the cost factors of 
the buffing operation, selection of buff and compound 
becomes a matter of finding the lowest overall cost. 
The buff should be selected first and then the com- 
pound best suited for the operation determined. 

How to select the best buff for the job? Find out 
which of the representatives who cail from the buff 
companies and compound manufactureis know their 
business. Some representatives know their business 
well, some aren’t too experienced but can bring an 
expert in from the factory. Still other manufacturers 
make no effort and are not qualified to help at all. 
Since keeping the customer informed on up-to-date 
practices is a very important part of the service, this 
latter group should be discouraged. Make them come 
up with information and provide this service or they 
have no place in today’s economy. The days of the 
“good fellow” salesmen and the “peddler” are fading 
as more and more customers are demanding technical 
service. 

Talk to the representatives who are qualified, have 
them talk to the methods man or the finishing superin- 
tendent. Discuss the job in question, get their sugges- 
tions, discuss the present method of doing it. If there 
are suggestions to be made, the more information that 
you can give the salesman, the more chance he has of 
coming up with an improvement. It is a never ending 
process but will result in worthwhile savings. 

In conclusion, it may be interesting to note that the 
manufacturer whose breakdown is listed above, re- 
cently made a change in the selection of buffs used for 
one of their major buffing operations. This change 
resulted in a saving of just over three per cent in the 
total cost. This amounted to a saving of $1300 per 
month which is a substantial saving in any company. 
It certainly is worthwhile to consider again the many 
cost factors governing buff selection and review opera- 
tions with these costs in mind. 
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VENTILATION 


By J. B. Mohler 


F a man burns rubbish in his own yard he will toler- 

ate a lot of smoke. If his neighbor burns rubbish he 
may be much more sensitive to the foreign smoke that 
drifts over his property. Vagrant fumes give rise to 
much unpleasantness, whether they be in or out of a 
plant. In one case, a plant worker was removed from 
a work area on a stretcher due to the mere presence 
of a tank of cold sulfuric acid. This later proved to be 
an attack of appendicitis but, in the meantime. local 
excitement rose almost to hysteria over a tank that 
could put nothing more than water vapor into the air. 
This psychological factor cannot be ignored and, when 
odors can be detected or become obnoxious, education 
alone will not solve the problem. 


Strangely enough, like the man and the rubbish, a 
worker in his own department will often tolerate un- 
pleasantness that is unacceptable to others. This is be- 
cause it is a part of his job and he has learned that 
discomfort does not necessarily mean that the condi- 
tion is unhealthy. For the worker within a processing 
area it is not only desirable but mandatory to provide 
safe working conditions. 


It is to be expected that air conditioning for a plat- 
ing room will not be equal to that for an accounting 
department. The attempt to maintain maximum com- 
fort in terms of heat, humidity, and moving air. would 
lead to unnecessary expense. The experienced plater 
will accept working conditions that assure safety and 
sufficient comfort for continuous exposure. 


The ventilation problem in the plating room is to 
maintain toxic vapors, gases, mists, and spray at safe 
levels and to provide comfortable working conditions. 
A problem may exist for the surrounding areas within 
and outside the plant. Even though safety prevails, the 
possibility of complaints cannot be ignored. However, 
complete comfort at excessive expense should not be 
expected. Ventilation engineering is the economic an- 
swer to the problem. 


Selection of Chemicals 


Hazards are a part of living. The construction work- 
er who falls from a bridge is just as dead as the man 
who receives a fatal dose of cyanide. Nevertheless, it is 
good practice to consider reducing the incidence of 
hazards. 


Hydrochloric acid should never be used if sulfuric 
acid will work just as well. Not only is sulfuric acid 
cheaper, but the fume problem is considerably less. On 
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the other hand, hydrochloric acid would be preferred 
to the more toxic fumes of nitric acid. Finally, almost 
any combination of acids is preferred to hydrofluoric. 
It would be more to the point to refer to hydrofluoric 
acid as poisonous rather than toxic. Perhaps the fumes 
of hydrofluoric acid may not fall in a general toxic 
category. but painful slow healing poisonous burns are 
best avoided by avoiding the use of the acid entirely. 


The possibility of the generation of hydrogen cyan- 
ide gas by mixing of acids and cyanides should. of 
course, be kept in mind as the number one safety prob- 
lem in any plating room. 


Formic acid is relatively toxic in concentrated form. 
but this is an unlikely hazard, since the vapor pressure 
is relatively low. Phosphoric, acetic, oxalic, fluoboric, 
tartaric, citric, and sulfamic acids are relatively safe. 
Chlorinated solvents are toxic in sufficient concentra- 
tions. 

Toxic and irritating spray from electrolysis of 
strong chemicals of any sort should be carried off by 
proper ventilation. Strong acids and alkalis will irritate 
the respiratory system, whereas chromic acid and cyan- 
ides may cause ulceration of the nasal passages. 


A chemical solution to the ventilation problem 
should not be overlooked. An insistent safety directory, 
with a knowledge of toxicity but no knowledge of 
chemistry, has provided the incentive for the change 
of more than one hazardous process. 


The Engineering Problem 


The ventilation engineer will base a design on a 
fixed process. His basic problem is to supply drawings 
for equipment to move sufficient air over an area to 
carry away objectionable air-borne contaminants. If 
the air is exhausted from the room, a satisfactory 
means for inlet air must be provided and, during cold 
weather, incoming air must be heated. Air movement 
over hot tanks will increase evaporation rates so that 
hot ventilated tanks require a greater heat input than 
non-ventilated tanks. 


The air that is moved must be of sufficient volume 
to maintain a low concentration of contaminants, and 
exhausted outside in such a manner that it will not 
pollute the immediate vicinity. To accomplish this it 
may be necessary to disperse or remove spray from the 
air stream. Nitric and hydrochloric acid sprays that 
are exhausted outside will evaporate although, in suf- 
ficient concentration, they are highly corrosive. Sul- 
furic acid, on the other hand. will concentrate by 
evaporation of water and become corrosive on contact. 


High humidity and corrosive gases within the plant 
must be avoided. Water from humid air will condense 
on water lines or other cold surfaces and may drip on 
finished work. Small concentrations of hydrochloric 
acid gas in the air, that are not otherwise objection- 
able will activate finished steel surfaces and promote 
rusting, especially on humid days. 


The Economic Problem 


Even though good ventilation may pay for itself it 
usually appears to be a superfluous expense. If the 
human element and the corrosive atmosphere are 
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ignored, it certainly does not contribute to the process. 
As an overhead item it is essential to design for ade- 
quate ventilation at a minimum overall cost. 

. The first cost for an exhaust system is the engineer- 
ing cost. One can afford to be lavish at this stage more 
than any other, since a dollar spent on layout and 
design represents a great many dollars for equipment, 
installation, maintenance, operation, heating, and _re- 
placement. 

The initial sizeable item of expense will be for equip- 
ment cost. This will include hooding, ducting, and 
fans. If large volumes of air are handled, an air inlet 
will be required and possibly means for filtering and 
heating the air. Even if a part of the air is recirculated, 
equipment may be required for conditioning of make- 
up air. 

The installation should be planned at the engineering 
stage. The engineering cost will be absorbed by a fabri- 
cator if he is given a layout or specifications. He may 
or may not erect the system. In any case, the problems 
of adequate support, space required, and holes for 
stack outlets, should be estimated at the engineering 
stage in order to avoid the possibility of expensive 
erection changes. 

Maintenance costs are generally low, if proper 
materials of construction are used, and usually all that 
is required is an occasional cleaning of the system until 
such a time as repair or replacement may be required. 
If improper materials are used, (such as plain steel 
for an acid duct) replacement can be required in as 
little as 3 or 4 weeks. 

Heating may be a major operating expense. More 
heat will be required for the tanks, but this will be a 
minor item compared to the cost for heating cold air 
brought directly into the plating room. As a generali- 
zation, it has been estimated that each 1000 cfm of air 
costs about 40 dollars per year for heating in the 
northern part of the country on a ten hour per day 


basis. 


Figure 1 


A. B. 
Figure 2 


For a complete cost it is necessary to estimate the 
life of the equipment. The replacement cost will be 
somewhat less than the original cost since the support 
for the system will at least be partially reusable. 


On the general subject of costs, the following story 
is interesting. A small shop was quoted $2,500 for a 
fabricated plastic scrubber so, as an alternative, he 
built a scrubber of wood for $50. Where a simple 
wooden box, a small blower, and a few sprays will do 
a job this is the most economic answer for a small 
shop. The same would be true where a hood, a fan, 
and a few lengths of galvanized pipe will provide ade- 
quate ventilation. For a large installation, the cost of 
engineering and estimating the system alone can be a 
considerable item. For a small installation in a large 
well organized plant, it is possible that estimating, en- 
gineering, prints, work orders, purchase orders, and 
incidental paper work will cost more than the installa- 
tion. This does not mean that estimating and engineer- 
ing should be abandoned nor does it mean that all 
scrubbers should be made of wood. Unless the job is 
so small that a good workman can install it from a 
simple sketch, it is best to estimate the cost for two or 
three of the most logical methods and materials. Usual- 
ly the most money can be saved at the paper stage and 
the final analysis frequently comes out differently than 
expected. It is much cheaper to change a few lines or 
words on a print than to alter plans after an order has 
been placed. 


Materials of Coastruciion 


Hoods and ducts may be made from galvanized 
steel, galvanized and painted steel, steel and asphalt, 
rubber lined steel, stainless steel, wood, and _ plastic. 
All are used, as well as other materials and combina- 
tions, and each can be cheaper than all others for a 
specific application. 

Galvanized steel is the cheapest material for con- 
struction and is preferred for exhausting non-corro- 
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sive vapors such as solvents. It also has a fair life for 
water vapor and mild alkali. For mildly corrosive con- 
ditions, a few coats of paint will greatly extend the life 
of galvanized constructions. For severe acid fumes, 
rubber-lined steel, asphalt coated wood, and plastics 
may be used for the lowest over-all cost. In many cases, 
it will be advisable to erect two or more ventilating 
systems and to use different materials for each system 
in order to obtain satisfactory life at low cost. 


Design of Exhaust System 


A common type of exhausting equipment consists of 
a single slotted hood, as shown in Figure 1. Hoods of 
similar construction are fabricated for specific appli- 
cations. Similar hoods are also available as stock items 
in standard lengths, The hood consists of a collecting 
opening tapering to a slot of predetermined size. From 
the slot into the duct the cross sectional area is held 
constant within practical limits. This cross section is 
selected to maintain recommended velocities within the 
exhaust system of 1500 to 2500 fpm. The selected 
velocity is known as the slot velocity, and is the basis 
for calculation of slot sizes and duct sizes. 

Effective removal of fumes, of course, depends on 
the flow of air over the surface of the tank. The ex- 
haust rate is based on the surface area of the tank and 
is usually in the range 120 to 250 cfm per sq. ft. of 
open tank surface. 

High exhaust rates are required for toxic fumes, 
such as hydrochloric acid. However, temperature and 
chemical concentration are factors to be considered. 
The fumes from concentrated hydrochloric acid are 
unhealthy even if the acid is cold. With sufficient dilu- 
tion the cold acid need not be ventilated. However, 
more dilute acid must be ventilated if it is heated or if 
spray is given off due to pickling action. Chromic acid 
spray due to electrolysis is extremely obnoxious and 
harmful. If conditions are classed as severe, a high 
exhaust rate should be used. The amount of spray is 
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Figure 4 


another factor to be considered. A heavy spray can be 
generated in an alkaline bath for etching aluminum. 


If a single slot is used, a higher exhaust rate will be 
required for a wide tank than for a narrow one. For 
an open tank the usual exhaust rates should only be 
applied for tanks up to two feet wide. If the tank is 
against a wall, the wall will act partially as a baffle 
so that all air enters from the front and the tank may 
be 21% feet wide with a single slot. If baffling is used 
at the sides of the tank, the same effect can be obtained 
in an open room. The position of the tank, movement 
of cross currents in the room, the location of space 
heaters cooling fans, and the use of baffling can re- 
quire a modification of 1% to 2 times the standard ex- 
haust rate. 


Standard hoods similar to Figure 1 should not be 
used over six feet long. For longer tanks two hoods or 
hoods with multiple exhaust outlets have been used. 
However, single slots of 20 feet and greater length with 
a single exhaust outlet have been successfully used by 
resorting to special design of the slot, such as tapering 
of the slot and baffling within the slot. Adjustable slots 
can also be changed for more uniform air intake along 
the length. 


For tanks wider than 214 feet, hoods on both sides 
are frequently used. If the tank is not too long or if it 
is square, baffling or push-pull may be other means for 
effective ventilation. If the hood extends partially over 
the tank, the result will be similar to a slot at the edge 
of a narrower tank. Air collecting openings are shown 
in Figure 2. The “A” design can often be used, since 
the area at the edge is needed for anode space and the 
hood will not obstruct the work. If the entire tank sur- 
face is needed then a design similar to “B” will be 
used. A slightly higher ventilation rate should be al- 
lowed. If a crane operates overhead or if work passes 
over the tank, a downdraft hood, as “C”, will be re- 
quired. Drafts readily interrupt air flow for this open 
construction. Consequently, higher exhaust rates than 
for updraft will be required. 
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Exhaust Rates 


Exhaust rates for common baths are given in Table 
1. The rates can also be described in general terms. 


SEVERE — 250: 
” For a fuming bright dip, a tank up to 2 feet wide 


and no cross drafts. Hot concentrated hydrochloric 
acid would also be severe, although uncommon. 


Heavy — 200: 


Hot baths near the boiling point, toxic spray such 
as chromic acid, or irritating spray at high tempera- 
ture such as heavy duty electrolytic cleaning. 


INTERMEDIATE — 160: 


Warm baths that are heavily worked or toxic baths 
lightly worked. 


MoperaTE — 120: 


Warm to hot water and light duty for objectionable 
spray. 


Mitp — 60: 


Cold chlorinated solvents, ventilation of a vapor de- 
greaser, or conditions where some ventilation may be 
desirable. Borderline cases. 

If a tank is small and well baffled, severe chemical 
conditions may be rated as “heavy” and the exhaust- 
ing rate reduced. On the other hand, severe conditions, 
such as bright dipping, may require an exhaust rate of 
300. By considering the chemical, temperature, and 
electrolysis modified by baffling, tank size, and loca- 
tion, the proper category can be chosen. The exhaust 
rate must be adequate, but an excessive rate is costly in 
terms of larger equipment and heating of air. In a 
multiple exhaust system, adjustable slots or baffles in 
the ducts will allow adjustment, so that air velocities 
can be increased at some tanks at the expense of those 
tanks where an excess was allowed in the original 
design. 


TABLE I 


Exhaust Rates for Common Plating and 
Processing Baths 


Bath Temp. °F. cfm/sq. ft. 
Brass 100-140 0 
Cadmium Cyanide 70-100 0 
Chromic Acid 90-140 150-200 
Acid Copper 70-120 0 
Cyanide Copper 100-140 0 
Cyanide Copper 140-180 120-150 
Gold 70-120 0 
Iron 80-140 120-150 
Lead 70-100 0 
Nickel 100-140 0 
Silver 70-100 0 
Acid Tin 70-100 0 
Alkaline Tin 160-180 120-200 
Zine Cyanide 70-100 0 
Water Racal 70-140 0 
Water 140-160 100-120 
Water 180-210 150-200 
Electrocleaner 120-140 100-120 
Electrocleaner 140-180 120-150 
Electrocleaner 180-200 150-200 
Fuming Bright Dip - 70-120 200-300 
Chlorinated Solvents __ vapor 60 
Sulfuric Acid ~— 100-160 120-150 
Hydrochloric Acid __ 100-140 120-200 


Ackil 100-140 


120-200 


For most tanks, ventilation is not required and, in 
many cases, only steam or water vapor is removed. 
Where ventilation is required, use the high limit of 
Table 1 for high temperature and heavy work loads, 
but modify these according to the general classifica- 
tions discussed above. Specific recommendations are 
difficult due to the variations in conditions as well as 
local health requirements. For local requirements con- 
tact health authorities, ventilation engineers or fabri- 
cators. 

If conditions are moderate, tank widths up to 4 feet 
may be used for a single slot. However, the ventilation 
rate should be increased to 150 to 180. This means 
that the total rate would be 21% to 3 times that of a 
2 foot tank or 25 to 50% greater than for slots on both 
sides. 

The removal of water vapor from hot, non-toxic 
tanks is really a case of maintaining low humidity for 
comfort and to avoid condensation within the plant. 
For confined areas, removal at the tank is the most 
efficient means. If the plating area is a small depart- 
ment within a large room, a canopy may be used for 
general ventilation of the area, as in Figure 3. The 
worker, in this case, will be exposed to the vapors and 
fumes, since he will be inside the canopy. Consequent- 
ly. this method can only be used for non-toxic condi- 
tions and where air movement is sufficient to maintain 
acceptable comfort. For removal of water vapor and 
heat, just enough air is provided to the canopy to aid 
the natural convection. The canopy is a better construc- 
tion than a totally enclosed area, since cross drafts will 


(Continued on page 98) 
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Finishing Pointers 


Shunting of an Ammeter 


CCASIONALLY an emergency arises when it be- 

comes necessary to measure currents that are 
larger than the capacity of the meters that are avail- 
able. This problem can be resolved by the use of a 
shunt. 

All ammeters are shunted so that the shunt will 
carry most of the current and a small portion of the 
current passes through the coil of the galvanometer 
circuit to actuate the instrument. The ammeter consists 
of parallel circuits, one through the coil of the instru- 
ment and another through the shunt. 

Ammeters are manufactured with internal shunts 
and external shunts. The internal shunt is placed with- 
in the case of the instrument for a total current of 25, 
and in some instruments, 50 amperes. For larger cur- 
rents an external shunt is used so that heavy contacts 
can be made directly to the shunt, so that a large instru- 
ment case will not have to be used, and to avoid heat- 
ing of the instrument by the current passing through 
the shunt. 

Most ammeters have a voltage drop of 50 millivolts 
which means that at full scale deflection the voltage 
across the shunt is 0.050 volts. 

With the above facts in mind, the capacity of an 
ammeter can be increased by construction of a tempor- 
ary shunt. All that is required is to place a second 
shunt in parallel with the existing shunt or to replace 
the shunt with a proper fixed resistance. 

As an example, assume that a 25 ampere meter is 
available and it is desired to use it at 500 amperes. 
The internal shunt has a conductivity at full scale de- 
flection of: 


I 25 
500 mho. 
9.050 


The desired conductivity is: 


| 500 
Cc — = ——- = 10.000 
E 0.050 


nur 
teao 
Swunt 


contact | 
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The conductivity to be added is: 
10,000 — 500 = 9,500. 


From the table for the conductivity of copper wire, 
No. 8 wire has a resistance of 0.628 ohms per 1000 
lineal feet. 

The length of wire required will be: 


X 1000 12 = 2.01 inches 
9,500 « 0.628 


The assembly of the meter and shunt is shown in 
the sketch. 

The practice of making temporary shunts is often 
useful but should only be done as a temporary or emer- 
gency measure. Also, the inadequacies of the tempor- 
ary equipment should be kept in mind. First, a meter 
is being used where it is necessary to multiply by some 
factor to obtain the amperage. This would be 20 for 
the example given. Second, the shunt was not con- 
structed according to good practice for a permanent 
shunt. Third, the meter should be standardized against 
another meter that is available to determine if the 
reading will be satisfactory. 

Better practice can be used to make a more satis- 
factory shunt. The shunt can be made from chremel 
wire which does not change resistance with change in 
temperature and it can be remote from the instrument 
by the use of leads from the meter to the shunt. Of 
course in this case the resistance of the leads should be 
taken into account. 

A fairly heavy copper wire was used in the example 
given so that it would be as heavy as possible to carry 
the current. If a heavier wire were used it would not 
be sufficiently long. If a lighter wire were used it 
would carry excessive current for the wire size. 

When a shunt is constructed, care should be taken 
to see that contacts are clean. The wire to be used as 
a shunt should be brazed to two washers so that there 
will be a minimum of fluctuation of voltage drop across 
the terminals of the instrument due to any changes in 
contact resistance, 

With the resulting disadvantages in mind, temporary 
shunting of a meter will take care of emergencies or it 
will provide an instrument for temporary work. If the 
instrument is checked by placing it in series with an- 
other instrument the possibilities of errors will be 
indicated. Such a check should be made at full scale 
and for a reasonable length of time to check at the 
point of maximum current and to determine if the 
effects of heating of the shunt or the contacts is likely 
to cause trouble. If this cannot be done a check at 1% 
scale will be reasonably accurate. 


Resistance of Copper Wire 


Wire Diam Ohms per 
No. in 1000 ft. 
i .289 
2 258 156 
204 248 
6 .162 395 
.128 
10 .102 .999 

12 O81 1.59 


14 64 2.52 
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Surface Treatment and 


Part VII]. — Hard Anodizing 


Finishing 


Light Metals 


By S. Wernick, Ph.D., MSc., F.RLC., FM. and R. Pinner, B.Sc. | 


This is the second half of Part VIII of this series by 
Dr. Wernick and Mr. Pinner. The first half appeared 
in the May issue.—Ed. 


Properties of Hard Anodic Coatings 


The effect of alloy composition on the growth of an 
M.H.C. hard-anodic coating is seen in Fig. 8. On the 
whole, all of the alloys show uniform growth equal to 
approximately half the coating thickness. The color of 
the coatings depend on the alloy and coating thickness. 
61S and 24S have a tan or grey color which darkens to 
jet black at 3 mils. The coatings on 75S and XA-78S 
alloys turn black at 1 mil and subsequently turn lighter 
again, through biue-grey to almost white at 9 mils. As 
would be expected, the coating on 99.99 per cent alum- 
inum is colorless at 1 mil and slowly turns light brown 
up to 5 mils. 


In all hard-anodized coatings, fine failure cracks are 
present when the component is withdrawn from the 
bath and these increase as the surface warms up after 
withdrawal. This type of crazing is seen in Fig. 9. If 
held against the ear, this cracking is clearly audible. 
In the case of some alloys, notably 24S Alclad, the 
coating may blister. This is liable to occur when the 
thickness of the coating exceeds that of the cladding. 


Surface roughness is generally increased by hard 
anodizing, particularly on bar. The usual practice is, 
therefore, to anodize oversize (allowing also for the 
growth of the metal) and to lap down to the final 
dimension, 
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Fig. 8. Time versus coating thickness on a number of aluminum 
alloys treated by the M.H.C. process.1& 


Fig. 9. Commercially pure aluminum sheet with 3-mi! hard- 

anodic coating. The crazed pattern is due to differential thermal 

expansion. Some of these cracks are present when the piece is 
withdrawn from the bath.!6 


At times it has been noted that a hard coating does 
not form satisfactorily at corners. This “corner de- 
fect”! is due to the fact that, as the specific value in- 
creases during coating, the corner cannot expand in 
three dimensions and a void occurs. This is illustrated 
in Fig. 10 and is more pronounced in the thicker coat- 
ings. The number of cracks in relation to the radius as 
shown on rods of different diameters is shown in Table 


I and Fig. 11. 


- TABLE I 

Influence of Radius on Cracks in M.H.C. Coating 
Circum- 

Diameter ference No. of Cracks 
(in.) (in.) cracks per in. 
0.196 36 184. 
ly 0.393 28 71 
0,385 37 34 
Straight section _. 1.125 long 12 1] 
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Fig. 10 (above). “Corner defect’ which 

occurs due to the mechanism of the coat- 

ing process. The defect becomes accen- 

tuated as the coating thickness in- 
creases.!6 


Fig. 11 (right). (x 300) — Cracks in a 
3-mil hard-anodic coating formed on 
-in. diam. rod unetched.!5 


It is seen that even the fairly large radius of 14 
in. (44 in. diam.) results in three times the number of 
cracks as compared to the straight section. However. 
the coating on even the ;'s-in. diam. piece was quite 
adherent. Nevertheless, the radii should be as large as 
possible and this fact must be taken into account in 
design. 

The throwing power of the M.H.C. process was 
tested by Gillig'® and was shown to be excellent. Re- 
sults on a tube of 61S-T6 alloy 5 in. in length and of 
dimensions *¢-in. diam. by 0.049-in. wall were as fol- 
lows :— 


Outside Inside 
coating coating 
thickness thickness 
(mil.) (mil) 
Open end __ 2.5 1.7 
. 1.6 
Closed end _.. 25 1.0 


HaArDNEss AND WEAR RESISTANCE: 


Micro-hardness tests have been carried out on a 
number of hard-anodized surfaces, and have shown 
hardness values of 500 V.P.N. for the Hardas film® and 
530 V.P.N. for a coating produced by the M.H.C. 
process on 615-T6 alloy.* Recent tests carried out by 


TABLE Il — Microhardness Values of Hardas Coatings 


the Aluininium Development Association have been 
reported by Brace* (see Table Il). These results show 
that the values obtained are not independent of the load 
and of the hardness of the basis metal. The low value 
obtained for LM10-W are stated to be due to the pres- 
ence of magnesium oxide in the coating, and similar 
low values have been obtained in the U.S.A. with 245M 
(similar to HE15). 

More reliable than hardness values are probably tests 
showing the wear-resistance of the coatings directly. 

In a number of tests carried out by the Aluminium 
Development Association using the Schuh and Kern 
method, a 5.1-mil coating on the NS4 alloy (Al-2 per 
cent Mg) gave a result of 1,026 g. (weight of abrasive 
required to penetrate the coating), compared to 615 g. 
for a 2.7-mil MHC coating on 75ST, corresponding to 
specific abrasion resistances of 201 and 227 g. per mil 
respectively.* 

Rather smaller values have been reported by Vanden 
Berg.” whose results for coatings produced by the 
M.H.C. process, of the Alumilite hard-anodizing proc- 
esses and the Alumilite normal anodizing process are 
given in Table III for different alloys. These results 
were obtained by use of blasting 180-grit emery 
through a }4-in. dia. orifice at 5 lb./sq. in. air pressure. 


Microhardness (V.P.N.) 


Nominal Load (gm.) 
Material Condition com position 7.5 15 30 7 eo 
SIC-14 H. _ 14 Hard Commercially Pure Al 353 181 196 357 
NS6-14 H. _. 14 Hard Al-5 per cent Mg 140 160 152 363 
LM10-W., _ Solution heat-treated Al-10 per cent Mg 301 282 312 336 
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Fig. 12. Comparison of wear resistance of M.H.C. hard coating 
with that of other materials and coatings.1* 


In a comparative test with cyanide-case-hardened 
steel the same author reported that approximately twice 
the wear resistance was shown by the M.H.C. hard- 
anodized aluminum after 50,000 cycles in a Taber 
abrasion tester. 


Results showing comparative wear-resistance with 
hard chromium deposits and cyanide hardened and 
heat-treated steel are shown in Fig. 12."* 


Of possibly greater importance than the values for 


© AS COATED 
© 30 DAYS 
O DAYS 
5 2 90 DAYS 
z 9] ® 6 MONTHS 
8 
> 
x 
3 > i q 
q 
3 / qo 
} 
4 
z 3 7 
e 
/ . 
KK 
re) 


001 .002 .003 O04 .005 .006 
COATING THICKNESS -IN 


Fig. 13. Influence of atmospheric resistance of coating thickness 
on abrasion resistance of M.H.C. coating on 24S Alclad.16 
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Fig. 14. As Fig. 13 on 24S bare.1° 


abrasion resistance obtained directly after hard anodiz- 
ing is the extent to which the abrasion resistance is 
reduced in time under the influence of corrosion. This 
is shown by tests carried out by Gillig'® whose results 
for M.H.C. coatings for several alloys are reproduced 
in Figs. 13, 14 and 15. 

These samples show that deterioration in abrasion 
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Fig. 15. As Fig. 13 on 615.16 
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extent on the alloy, e.g., the reduction in abrasion resis- 7 — ee es 
f tance on 61S is lower than on 24S Alclad, while on b a 
bare 24S alloy (Duralumin type), the abrasion resis- : 200 ° Q 000" 
tance which is initially rather low rapidly becomes even ws # i al 
150 
more unsatisfactory on exposure. Excellent abrasion 


resistance over six-months’ exposure to the atmosphere 
can be quite pronounced and will depend to some 


resistance was shown also by the hard anodized casting 
alloy Alcoa 356, due in part to free silicon being en- 
trapped in the coating. 


RESISTANCE: 


The anodic coating is a good insulator and this may 
be a disadvantage in mechanical applications where 


T T 
COATING THICKNESS 


| 


+ 
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so 


Fig. 16. Temperature reached by 61S alloy in relation to coating 
thickness.!" 


t heat dissipation is low. On the other hand, good heat on the running of hard-anodized aluminum-alloy pis- 
] resistance is shown by hard-anodized aluminum. Of tons. 

specimens treated by the Hardas process, heating to Fig. 16 shows the result of one of a series of absorp- 

300°C. six times for 10 min. each cycle had no effect tion tests carried out by Gillig.'® In this test a thermo- 
| on commercial aluminum and casting alloy, while 5 couple was held against the back of a test-piece placed 
\ per cent Mg alloy showed progressive crazing each 6 in. from an infra-red bulb under standard conditions 
i cycle, though this did not occur at 200°C. Casting and shows that the heat absorbed increased with coat- 
‘ alloys blistered at 300°C., while other alloys crazed ing thickness. 


heavily and developed warts at 150°C. Crazing seems 
to occur alternatively to exfoliation of the coatings and, 
in fact, crazing did not seem to have an adverse effect 


Of some importance in some applications. particul- 
arly in the aircraft industry, is the resistance of hard- 
anodized aluminum to direct flame impingement. and 


[ TABLE Ill — Specific Abrasion Resistance of M.H.C. and Alumilite 226 Hard-anodized Coatings | | 
Compared with Conventional Anodic Coatings (Alumilite 204) f 


Thickness 


Weight of 


ae Weight of 


British Type of oxide abrasive abrasive 
related of coating taken through per mil of 
3 Alloy alloy coating (mil.) coating coating 
(gm.) (gm.) 
2S-H18 _ SIC-H Alumilite 204 0.47 35 75 
4 Alumilite 226* 2.24 387 173 
| M.H.C. 2.40 405 146 
| 38-H18 . NS3-H Alumilite 204 0.53 33 62 
Alumilite 226* 2.33 368 158 
61S-T6 _...-- -H10-WP Alumilite 204 0.46 41 89 
; Alumilite 226* 2.15 364. 169 
M.H.C. 2.31 390 169 
75S-T6 DTD 683 _.. Alumilite 204 0.45 46 102 f 
Alumilite 226* 2.13 357 168 
248-T3 _ H15-W _.. Alumilite 204 0.41 22 54 
(Dural) Alumilite 226* 2.10 142 58 { 
M.H.C. 2.48 163 68 
* Alcoa hard-anodizing process. : 
TABLE IV — Resistance to Direct Flame Impingement of Hard-anodized Aluminum Alloys 
(M.H.C. coating'® ) 


Coating thickness (mil) 


1 3 5 

Alloy Time to failure ( min.) 
0.49 0.52 0.60 0.52 0.74 0.86 0.87 0.85 
0.60 0.63 0.83 0.87 1.09 1.02 0.94 
248 050 0.56 0.70 0.71 0.77 0.76 0.97 1.02 
24S Alclad 055 0.55 0.64 0.79 0.78 0.82 1.10 
75S 0.48 0.49 0.66 0.68 0.90 0.73 0.98 0.94 
356 2.55 3.08 4.06 5.81 
220 _ 2.55 3.29 5.20 3.10 
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TABLE V 
Breakdown Voltage Values for Hardas Films 
Sealed in 
boiling 
. water and 
Sealed in impregnated 
Thickness boiling with paraffin 
(mil) Unsealed water wax 
l 250 250 550 
2 950 1.200 1.500 
3 1.250 1.850 2.000 
| 1.850 1.400 2.000 


some results obtained with different alloys and coating 
thicknesses are shown in Table IV.'° 

The results show that. in nearly all cases, the time 
to failure increased with coating thickness. Under 
stress. however, it is probable that little or no improve- 
ment would be obtained. 


ELECTRICAL PROPERTIES: 


The breakdown voltage of Hardas anodic coatings is 
shown in Table V.° These results were obtained on 31% 
per cent Mg alloy. As shown, the coatings are highly 
insulating and this property can be further improved 
by hot-water sealing and waxing. The effect of hot- 
water sealing by itself is inconclusive. Breakdown volt- 
ages up to 3.750-volts are quoted by the Glenn L. Mar- 
tin Co.* According to Brace, pure aluminum or a 
homogeneous alloy composition must be used to obtain 
consistent results. These materials will also give the 
highest breakdown values as impurities in the film, 
particularly when due to degregated constituents, will 
normally improve the conductivity. Where the highest 
breakdown voltage is of importance a high forming 
voltage should be used to increase the barrier layer 
thickness. 


ADHESION: 


A number of bend-test experiments carried out by 
Gillig'® give a good indication of the adhesion as well 
as the mechanical strength of the hard anodic coatings. 
In this test specimens ;'y in. thick x 1 in. wide x 8 in. 
long were bent in a vise and the free bend radius meas- 
ured at which the coating cracked. It is interesting to 
note that failure always occurred in the compression 
side. 
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Fig. 17. S-N curve showing the marked drop in endurance limit 
of hard-coated aluminum.17 


MECHANICAL STRENGTH AND FATIGUE PROPERTIES: 


Table VI shows the effect of hard anodizing on the 
tensile strength of a number of alloys.'* It is seen that 
there is a slight decrease in tensile strength with coat- 
ing thickness in the case of almost all the alloys tested, 
but this is not normally sufficient to detract from the 
use of the hard anodizing process. 


Elongation is, of course, reduced by hard anodizing 
and the endurance strength is also markedly reduced 
as seen in Fig. 17. 

The fatigue strength was also measured by Gillig!® 
and his results on annealed 76S specimens 0.053-in. 
thick, and after hard anodizing to 2 and 3 mil, are 
shown in Fig. 18. A similar decrease in fatigue resis- 
tance is shown and the general conclusion is that, while 
the coating lowers endurance strength considerably at 
high stress, the decrease at low stress is comparatively 
small. The coating thickness has little influence, and 
at any rate with the unclad alloys, much the same 
results are obtained at above 1 mil thickness. The de- 
crease in endurance strength is believed to be due to 
stress concentration at the microcracks in the coating. 
As is shown in Table VII, which summarizes the effect 
of alloy composition, little or no difference is found in 


TABLE VI — Mechanical Properties of Hardas 
Hard Anodic Coatings 


Coating U.T.S. 


Elongation 

Basis thickness (lb. per in 2 in. 

metal (mil) sq. in.) (per cent) 
61S-T6 47.700 12.0 
(0.032 in. thick) 0.5 49,100 12.5 
1.0 18.800 115 
3.0 45,400 8.0 
5.0 45,100 5.5 
(0.032 in. thick) 0.5 91,000 10.0 
1.0 90,500 9.6 
3.0 86,700 6.0 
5.0 86.500 12.0 
0.0 67,700 18.0 
(0.032 in. thick) 0.5 66,500 17.5 
1.0 67,200 15.0 
3.0 62,700 11.0 
5.0 58,600 — 
24S-T4 Alclad 64,200 17.5 
(0.032 in. thick) 0.5 65.400 16.0 
1.0 67,000 14.0 
3.0 64,000 11.5 
5.0 58,200 — 
— 80.000 8.5 
(0.033 in. thick) 0.5 80,000 7.5 
: 1.0 79,800 7.5 
3.0 78,000 7.0 

5.0 72,900 6.5* 
356-16 24,750 3.0 
(0.150 in. thick) 1.0 29,700 6.5 
3.0 26,350 4.0 
5.0 31,200 3.9 


*Coating flaked off partially. 
*Started flaking. 
Gauge marks lost when coating flaked off. 
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CYCLES TO FAILURE 


Fig. 18. Effect of hard coating (M.H.C.) on fatigue strength of 
75S alloy specimens 0.51 in. thick. 


the cast alloys which have a low endurance strength in 
the uncoated state. 


CORROSION RESISTANCE: 


The effect of exposure on the abrasion resistance of 
hard-anodized aluminum alloys has been noted above. 
Little information is yet available as the only investi- 
gations reported'® are not yet complete. Preliminary 
results show, however, that 24S alloy (not clad) is 
somewhat inferior to most other alloys, and results on 
this alloy confirm that it is not normally suitable for 
hard anodizing. On the whole, there is apparently no 
less protection given by “hard” as opposed to normal 
anodizing. It must not be assumed that the thicker 
coatings will necessarily give better protection, as in 
thick coatings the tendency to crack undoubtedly de- 
creases the corrosion resistance by acting as capillaries 
for the entry of moisture. 


In some interesting experiments on the effect of rain 
erosion at high velocity, undertaken to stimulate the 
effect on leading edges of aerofoils, Gillig showed that 
failure depends primarily on the alloy. The best results 
are obtained with 24S Alclad, 61S and 24S, and XA- 
78S in that order. With increasing thickness the resis- 
tance to rain erosion is decreased. Failure in the case 
of 24S alloy (not clad) was shown by spalling of the 
coating in layers while on 61S, 75S and XA-78S failure 
followed the microcrack structure. 


TABLE VII — Endurance Strength at 10° Cycles 


on Hard Anodized (M.H.C.) Aluminum Alloys 
(lb. per sq. in.) 


Per cent 

Alloy Uncoated Coated decrease 
24S Alclad _._.___ 11,000 7,900 32 
24S bare _........... 19,000 15,000 21 
9,000 59 
tae Alclad _.... 12,000 10,000 17 
15,000 6,000 60 
7,500 7,500 0 
8,000 8.000 0 
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APPLICATIONS: 


Hard anodizing is still very much in its infancy as 
a commercial process and only a limited number of 
applications have yet occurred in practice. These in- 
clude:* hydraulic gear, e.g., pistons, screw threads of 
hydraulic jacks, railway wagon buffers, and aircraft 
undercarriage legs. In the latter the sliding surfaces 
are hard anodized to reduce friction. In the case of the 
buffers, the bores are given a 3-mil anodic coating by 
the Hardas process, the operation being carried out at 
350 amp. over the 150-sq. in. surface with an a.c. : d.c. 
ratio of 1:3. The treatment time was 9 min. In this 
application a hollow cathode was used through which 
the electrolyte was pumped into the *x-in. diameter 
annular at the base at the rate of 50 ft. per min. 


Another application is in the coating of high-speed 
air-impellers and for the production of flame and 
chemically resistant surfaces in cordite cartridge con- 
tainers used in a gas-turbine starter. Other successful 
applications for wear-resistance include the coating of 
a die-cast-aluminum metal-spraying gun, film-strip fin- 
ishes on 35-mm. film projectors, parts in cigarette 
wrapping machinery and aluminum rollers for a card- 
board-box forming machine. In this instance, hard 
anodizing is stated to have superior wear resistance 
over hardened steel. Aluminum gears for ticket ma- 
chines, feed plates in sorting and coating machines, 
surgical splints, cast electric motor brush boxes,’ as 
well as valves, fuel- and oil-pump housings, cams, air- 
craft abrasion strips, bearings. clutch and brake discs, 
fans and nozzles, timing and mechanical computer 
gears are other successful operations.'® 
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Electroplaters 


15. Electrical Power 


By L. Serota 


HE rate of conversation of elec- 

trical energy into heat, as in the 
immersion heater — or into work, as 
in the operation of a motor of a motor- 
generator set — is called (electric) 
power. The power required for a con- 
tinuous flow of current is equal to the 
product of volts (emf) by current 
(amperes). P (power) = E (volts) X 
I (current). 

The unit of electric power is the 
watt (w), which corresponds to the 
power used when a current of one 
ampere is caused to flow by a pressure 
of one volt. The commercial unit is 
the kilowatt (kw), which is equal to 
1000 watts. The mechanical energy ob- 
tained from an electric motor, rated 
in horsepower, corresponds to 746 
watts for one horsepower. A kilowatt 
is equal to 1000/746 or 1.34 horse- 
power. A 2000 ampere/6 volt motor- 
generator set would represent a power 
output of P = EI = 2000 K 6 = 
12,000 watts or 12 kw. 

Since the generator does not operate 
at 100 per cent efficiency, the motor 
capacity must be of sufficient size to 
provide the excess power for driving 
the generator. If the efficiency of the 
generator is rated at 80 per cent, then 
the actual power that the motor must 
furnish would be 1200/0.80 = 15,000 
watts or 15 kw. The horsepower of the 
motor would then be 15000/746 = 
20.1 hp. or 15 & 1.34 = 20.1 hp. 
Thus a 20 horsepower motor would be 
required for effective operation of the 
generator. For “estimating purposes 
only” a divisor of 600 instead of 746 
(watts) is used to determine horse- 
power of a motor. This gives a figure 


that is about 25 per cent greater than 
the theoretical. The motor capacity is 
therefore about 14 size larger than that 
required to drive the generator. It also 
provides the excess power that com- 
pensates for running losses in the set 
as well as occasional overloads. 


Electrical Energy and Heat 


The energy that is used by an elec- 
tric unit during the passage of cur- 
rent is equal to the power multiplied 
by the time. Power time = energy. 
When the power involved is measured 
in watts and time in hours, the rate is 
expressed as watts < hours = watt- 
hours. A watt-hour, therefore, repre- 
sents the energy used when one watt 
is consumed for one hour. The com- 
mercial unit is the kilowatt-hour, which 
corresponds to 1000 watt-hours. 

When a current flows through a 
circuit, some of the power which is 
used to overcome the resistance of the 
circuit produces heat. In the operation 
of a motor, for example, the electrical 
energy that is not transformed into 
mechanical energy is turned into heat 
energy. The heat thus produced will be 
in proportion to the number of watts 
required to overcome the resistance to 
current flow in the circuit. This factor 
of electrical consumption, wherein heat 
is produced, accounts for the low re- 
sistance conductors used for busbars 
when circuits are required to carry a 
current upwards of 100 amperes. Since 
the voltage provided in plating opera- 
tions is low, the IR drop would result 
in an appreciable reduction of gener- 
ator voltage. If, for example, the re- 
sistance of a conductor is 0.01 ohm, 
then the IR drop for a current of 100 
amperes would be: E = IR = 100 
0.01 = 1 volt. For a 6 volt generator 
the emf at the tank as a result of this 
line drop would be but 5 volts. 


Copper bus bar is universally used 
in plating installations. The amount of 
copper bus bar required for such in- 
stallations may be estimated on the 
basis of not less than one square inch 
of cross section for each 1000 amperes, 
if the distance from the power source 
to the tank is less than 15 feet (30 feet 
total distance for current flow). When 
the distance exceeds 15 feet a safe 
operating figure recommended is 750 
amperes. Standard lengths of bus bars 
are 10, 12 and 14 feet. 

Aluminum bus bars should also be 
given careful consideration. A com- 
parison of the characteristics of alumi- 
num and copper conductors at 20°C, 
show that aluminum is rated at 60.97% 
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conductivity and 13.36 micro-ohms per 
square inch per foot resistivity. The 
cross sectional area of the aluminum 
bar would be 62.376 greater than that 
of the copper bar to carry the same 
amount of current. However, because 
of the difference in density of the two 
metals, such an aluminum bar would 
weigh only 49.4°7 as much as _ the 
copper bar. 

The corrosive action of acids and 
salts on aluminum is such that the 


‘metal is not satisfactory for use as 


tank bars or hangers. Hard drawn cop- 
per is usually recommended for tank 
bars, since it is sufficiently strong to 
support the weight of the anodes and 
cathodes, and the increase in resistance 
compared to soft annealed copper is 
relatively slight. Where brass is used 
for long tank bars the size must be 
checked so that the resistance will com- 
pare with that of the copper bar con- 
ductor. 

Power loss due to the line voltage 
drop for the problem calculated 
can be computed from the formula 
P = I°R, which is derived as follows: 
P = EI: since by Ohm’s Law E = IR, 
the value IR can be substituted for E 
in the above formula; hence P = EI 
or IR X I= FR. 

P = FPR = (100)? X< 0.01 = 100 
watts, which represents the power loss 
due to the line resistance, resulting in 
a temperature rise. A higher temper- 
ature will cause increased resistance, 
resulting in greater voltage loss. An in- 
crease in temperature can be kept to a 
minimum by exposing as much surface 
of the conductor as possible for heat 
radiation. The flat type copper bus bar 
is preferable to the round type con- 
ductor because a greater area (sur- 
face) is exposed to radiation: also. 
such bars can be mounted or extended 
more effectively. Two common sizes 
are the 1 by 14 inch and the 2 by 14 
inch for larger installations. 


Heat Equivalent of Electricity 


The conversion of electrical energy 
into heat energy may be calculated by 
reducing the electrical units of energy 
into heat units. The heat required to 


‘raise 1 gram of water 1°C. is called 


at calorie. A current of one ampere 
flowing through a resistance of one 
ohm for one second will raise the tem- 
perature of 1 gram of water 0.24°C.: 
that is, one watt-second (a joule) of 
electrical energy is equivalent to 0.24 
calorie. The value or factor (0.24) is 
referred to as the heat equivalent of 
electricity; hence H = 0.24 I°Rt. 
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Figure 47 


Since = watts, Rt watt-sec- 
ond or joule. In (steam) engineering 
calculations, the unit of heat is the 
British thermal unit (Btu) which 
represents the amount of heat required 
to raise 1 pound of water 1°F. One 
Btu is equivalent to 1055 joules or 252 
calories. and | kilowatt (kw) is equiva- 
lent to 56.88 Btu per minute. The rate. 
therefore, at which heat is produced 
per second is proportional to the re- 
sistance and to the square of the cur- 
rent, 

The heat produced when a current 
of 50 amperes flows for 10 minutes 
(600 seconds) through a resistance of 
| ohm would be: Heat = 0.24 Rt = 
0.24 50 x 50 1X 10 Kk = 
300,000 or 360000/252 = 
1429 Btu. 


In the electrolytic operation involv- 
ing anodizing (sulfuric acid bath), 
temperature control is critical. When 
the anodized coating is intended for 
dyeing purposes and the temperature 
may be as low as 70°F. the question 
arises as to whether a heating unit 
should be provided. The view ex- 
pressed by many is that since practical- 
lv all of the electrical energy input is 
converted into heat, one of two runs in 
a cold tank will raise the temperature 
to the desired operating temperature. 
For example, if a tank containing 850 
gallons of solution draws 1400 am- 
peres (24 volts) and, since for experi- 
iental purposes it is assumed that 
100° of the electric input is con- 
\erted into heat, then: current X volt- 
aze = watts or 1400 « 24 = 33,600 


calories 
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watts or 33.6 kw. 1 kw = 56.88 
Btu/min; hence 33.6 Kw * 56.88 = 
1910 Btu per minute of anodizing. 
Since | Btu will raise the temperature 
of 1 lb. of water 1°F. and 850 gallons 
of solution would be approximately 
7000 pounds: 


1910 Btu/min. &* 30 min. = 57,300 
Btu. 


57.300/7000 — 84°F. rise in tem- 
perature in 30 minutes of anodizing. 
If the temperatures of the bath were 
60°F., it would take one hour to raise 
the temperature to 76.8°F. If the pro- 
cess is limited to dye work, a heating 
unit should be installed, as aluminum 
parts anodized at 60-70°F. will not 
dye uniformly or give the same depth 
of color as those obtained at the higher 
temperature. Fig. 47 illustrates a typi- 
cal commercial immersion heater suit- 
able for heating electroplating, electro- 
polishing. pickling, cleaning and phos- 
phating solutions. 


Electric Heating 


The amount of current required to 
heat a solution by means of an elec- 
tric heat exchanger may be demon- 
strated by the following example. A 
solution in a cleaner tank, 36 inches 
by 24 inches by 30 inches, is to be 
heated from 60°F. to 210°F. The 
capacity of the tank is 36 * 24 
30 = 25,920 cubic inches. Since 231 
cubic inches is equivalent to | gallon, 
the capacity in would be 
25,920/231 = 112 gallons. Assume 
that the weight of 1 gallon of the 


gallons 


cleaner solution to be that of | gallon 
of water, 8.33 Ibs., then: 


Weight of cleaner solution 
Temperature increase 


— 210 60 = 150°F. 


Btu required 

= 934 « 150 140,000 Btu 
tank) 10‘; 
0.10 = 14.000 Btu 


Heat loss (surface + 
— 140,000 
Total Btu = 
140,000 + 14,000 
Current, 1 kw-hr. 
= 506.88 « 60 


154.000 Btu 


3412 Btu 


If the solution is to be heated to the 


required temperature, 210°F in | 
hour, then the amount of current neces- 
sary would be 154.000 3412 45.1 
kilowatts. 


A rapid approach to the solution of 
this problem would be by the use of 
the graph shown in Fig. 48. The gal- 
lons of water heated per kilowatt-hour 
is plotted against temperature increases 
in degrees Fahrenheit. Calculations for 
simplicity, are based upon the use of a 
specific heat of one for the cleaning 
solution. The specific heat of a sub- 
stance refers to the ratio of ihe num- 
ber of calories required to raise the 
temperature of a gram of a substance 
one degree centigrade, compared to 
the number of calories required to 
raise that of a gram of water one de- 
gree centigrade. The solution for the 
cleaning tank example is as follows: 
The temperature difference is 150°F. 
Where the vertical line, beginning at 
the bottom of the graph marked 150, 
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PERS OF ELECTROCHEM.CAL PROCESS 


serving the Finishing Field 


Lea-Ronal, Inc., Jamaica, N. Y. 
Lea-Michigon, Inc., Detroit 


The Lea Mfg. Co., Waterbury, Conn. 


Lea Mfg. Co., of Canada, Ltd. 
leo Mfg. Co., of England, Ltd. 
Plating Polishing Buffing 
Burring 


ths; 


LEA-RONAL ULTRA-TARTRAL... 
currently occupying the highest position on 
the path leading to the perfect addition 
agent for copper cyanide baths. Potassium 
Tartrate was superior to Rochelle Salts, 
Supertartral went far ahead of the standard 
potassium salt. Now comes ULTRA-TARTRAL, 
superior to all. 


LEA-RONAL ULTRA-TARTRAL does all the things that 
the others can do but does them better. It does some 
things the others cannot do. Control, current distribution, 
anode corrosion, tolerance to impurities, economy, sta- 
bility... all are improved. 


LEA-RONAL ULTRA-TARTRAL .. . has been thoroughly proved in 
production. Why not place a trial order TODAY. You can do one of 
two things. Order ULTRA-TARTRAL to improve your present cyanide 
copper operations. Or plan to change all your cyanide copper plating 
to Lea-Ronal using Lea Copper-Glo and ULTRA-TARTRAL. 


Main Office and Laboratory: Manufacturing Plant: 
139-20 109th Avenue, Jamaica 35, N. Y. 237 East Aurora Street, Waterbury 20, Conn 
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* freedom from burning in spite of much higher current density 
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LEA GROUP 
serving the Finishing Field ¥ 
The Lea Mfg. Co., Waterbury, Conn 

Lea-Michigan, Inc., Detroit 
Lea-Ronal, Inc., Jamaica, N. Y. Te) 
iea Mfg. Co., of Canada, Ltd. 
lea Mfg. Co., of England, Ltd 


Plating Polishing Buffing 


i e are a few of the new features this new combination will give you: 


4 50 to 100 percent higher current density (Hull Cell 0-100 asf) 
over that permissible in any former cyanide copper process 


without reduction of efficiency 


higher free cyanide content permitted without 


loss of efficiency 


sodium cyanide may be used with higher 
current densities than is possible with 

an equivalent potassium 

formulation without 

Ultra-Tartral; this means 

real economy 


improved anode corrosion 


carbonate tolerance is even 
greater than ever before; 
no need to control 
carbonate. 


partner 


g 


and improved LEA-RONAL 
_ High Speed Copper Plating Process 


offers so much in the way of improved 
eperations and economy that you 
should make at least a trial run. We 
suggest that you set aside one tank 
or section for comparative fests. Our 
technical steff can recommend a form- 
vietion fer converting your presen! 
cyanide bath to this improved 
LEA-RONAL Process. 


High Speed Bright Copper Process is a Lea-Ronal Inc. Process 


wy On this particular Lea-Ronal Process all inquiries should be directed to: 


THE LEA MANUFACTURING CO. 
16 CHERRY AVE., 


WATERBURY 20, CONN. 
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| Maximum 
‘Production Line” 


Economies 
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“Hand Feed’ 


Operations | 


LEA LIQUABRADE,* a non-flammable, — savings in compound and reduction in buff wear. 
safe, stable, liquid buffing compound Yes, LEA LIQUABRADE and LEA SPRAY BUFFING i 
available in many grit grades, parallels PROCEDURES have so much to offer in the way of ; 
the well-known LEA bar compounds in — economies and more uniform finishes that every plant : 


quality, effectiveness and economy. This is its record — with a finishing department should investigate their 
in a number of plants, particularly those where “pro- merits. Our technical men will be glad to help, of : 
duction-line’” operations have been set up. course, in lining up the proper use of this fast growing 


Economies are outstanding: there’s saving in the LEA Product and Method. i 


compound itself —no nubbin waste or rehandling; pro- 

duction is faster and cleaner; buffs last longer; finishes * LIQUABRADE is formulated for finish- ; 
ing carbon steel, stainless steel, die- d 

castings, aluminum, brass, copper, plas- 

with hand feed operations on a limited scale, the eles end other materials. 


LEA LIQUABRADE has much to offer, particularly on 


are more uniform; operations are automatic. Even 
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Leo Mig, Company of Conade, Lid., 1236 Birchmount Youd, Searborovgh, Ontaric, 


Lea Mfg. Compeny of England, bids, Bitton, England 
Lea-Ronal, Inc., Main Office und Laboratory: 199-20 Ave., Jamsica 33, 
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crosses the curve, extend a horizontal 
line to the left. It will be observed that 
this crosses the gallons heated per kilo- 
watt-hour line at approximately the 
2.7 mark on the scale. Hence, the 
graph shows that 2.7 gallons will be 
heated 150°F. in one hour by one 
kilowatt. To raise the temperature of 
the solution (112 gals.) 150°F. in one 
hour would require 

112/2.7 


= 41.5 killowatts 
Heat loss, = 


4.1 killowatts 


Total — 45.6 killowatts 


A more detailed graph, and the cor- 
rect specific heat value for the solution, 
which would be less than one, thereby 
requiring less energy than that for 
water, would bring the number of kw 
closer to the calculated value of 45.1 


kw. 


The addition of sulfuric acid to de- 
crease the resistance of an acid copper 
solution presents a study in heating if 
the applied voltage (emf) to the bath 
or the amount of current for the tank 
is varied. The current flow through the 
bath with a resistance of 0.1 ohm under 
an applied emf of 5 volts would be 

E 5 
= — = 50 amperes. The heat 
x 
produced in 5 minutes would be 
H = 0.241°Rt = 0.24 « 50 X 50 X 
0.1 &* 5 & 60 = 18,000 calories. If 
the addition of the acid reduces the 
resistance (increasing the conductiv- 
ity) of the bath to 0.05 ohm, the same 
voltage will result in a current flow 
E 5 
of I = — = —— = 100 amperes. 


R 0.01 


For the same time, 5 minutes, H = 
0.24 100° 0.05 5 60 = 
36,000 calories. If the current is kept 
at 50 amperes with the resistance re- 
maining at 0.05 ohm, then the applied 
emf necessary would only be E — IR 
= 50 X 0.05 = 2.5 volts and the heat 
produced for the same 5 minute period 
would be H = 0.24 « 50? * 0.05 « 
5 X 60 = 9,000 calories. The addition 
of sulfuric acid to the acid copper bath 
will result, therefore, in a decrease in 
resistance, but an increase in the 
amount of heat produced if the same 
voltage (increase in current) is ap- 
plied; and a decrease in the amount 
of heat produced if the same current 
is maintained (decrease in applied 
voltage). 
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anodizing fume corrosion stopped 


by KAYKOR VYFLEX'F-92 PVC 


A large midwestern manufacturer of aluminum parts for household 
appliances was having corrosion troubles. All efforts to keep a fume 
exhaust system in service over the anodizing tanks failed . . . until he 
discovered F-92 structural PVC. In a typical application of this 
tough, resistant material, his 25’ anodizing tanks were equipped with 
F-92 hoods, which vented fumes to 24’ and 32” stacks of the same 
material. 

Sulfuric acid splash and fume from the anodizing tanks can’t harm 
the new exhaust system because it’s completely fabricated of unplasticized 
Polyvinyl Chloride . . . even to the nuts and bolts. Inert to the widest range 
of corrosive processing agents, at temperatures to 165F, this Kaykor 
material also offers such attractive physical properties as high tensile and 
flexural strength, hardness, abrasion resistance, and electrical and thermal 
insulation properties. 

Well equipped, highly experienced Kaykor fabricators across the 
country stand ready to solve your corrosion problems with standard 
or custom designed equipment and parts of VYFLEX F-92 PVC. 

GET THE FACTS! Write for complete information in new Bulletin 
“F-92”, available free on request to Kaykor Industries, Inc., 440> 
Broad St., Yardville, New Jersey, or ask your local Kaykor fabricator. 


(R) 
KAYKOR INDUSTRIES INC. 
Division of Kaye-Tex Manufacturing Corp. 


YARDVILLE, NEW JERSEY 
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SHOP PROBLEMS 


ABRASIVE METHODS SURFACE TREATMENTS CONTROL ! 
ELECTROPLATING CLEANING — PICKLING 


TESTING 


= 


METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 


Tetrachromate Bath 


Question: Please let me know if the 
“Bornhauser chrome solution” (July 
1952 issue) is patented in the United 
States. 


Answer: A similar solution contain- 
ing tetrachromate, plus a catalyst such 
as sulfate, fluoride, and _ fluosilicate, 
was patented by Mardick (U.S. Patent 
2.095.995. Oct. 19, 1937). This patent 
has expired and is in the public 
domain. 


Dulling Bright Nickel Surfaces 


Question: A customer requires a dull 
nickel plate on brass components con- 
sisting of rods, tubes and plates. These 
parts do not lend themselves to barrel 
finishing. We have only a bright nickel 
and must dull the coating down after 
plating. 


An anodic etch is undesirable be- 
cause the parts must be plated to 
specification. A brush finish is not 
sufficiently dull. The ideal method of 
dulling the plate would be with some 
sort of chemical dip. Can you offer 
any suggestions? 

W. J. M. 

Answer: The nickel surface can be 
dulled by immersion in a solution of 
equal parts 40 deg. Baumé ferric 
chloride solution and muriatic acid. 
However, this method suffers from the 
same disadvantage as an anodic etch, 
namely removal of an appreciable 
amount of metal. 


The most effective method of dulling 
a bright nickel deposit is to abrasive 
blast. 
Plating Silver on Silver 


Question: Would you please advise 
us about the correct procedure to 


92 


eliminate laminating silver plate on 
silver. Our usual preplate cleaning that 
we use when plating silver on steel 
doesn’t work as it turns the silver 
black. We first degrease the parts; 
mask them; clean with reverse current 
in a caustic cleaner; use an acid dip; 
strike and then plate. Of course there 
is a thorough rinse between each op- 
eration. When trying to plate silver on 
silver, as soon as the reverse current 
hits the part the silver turns black and 
the acid does not remove the scum. 


We would appreciate any help you 
can give us on this. 


Answer: A reverse current steel 
cleaner is not suitable for silver. The 
parts should be immersed in the 
cleaner without current, then rinsed 
and scratch-brushed with pumice and 
water. A cyanide dip may follow before 
the silver strike. Instead of scratch- 
brushing, reverse current at about 2 
volts for a few seconds in a solution of 
8 oz./gal. sodium or potassium cyanide 
may be satisfactory. 


Rapid Nickel Plating 


Question: We have come across the 
following formula for a nickel solu- 
tion, for which is claimed a deposit 
of 0.001” in less than half an hour: 


nickel sulphate 240 g./l. 

nickel chloride 

boric acid 25 si 
sodium fluoride «12.5 ” 
temperature 30-40°C. 

pH .. 5258 

Requires agitation. 

This is the only time we have come 
across the use of sodium fluoride in 
nickel baths and are rather reluctant 
to base ourselves on the one source. 
Moreover, this source also indicates 


the use of lead lined tanks which we 
understand to be incorrect where 
NiCl. is employed. 


We are equipped with PVC lined 
tanks which solve that problem. How- 
ever, the question of heating of the 
bath is somewhat of a problem. In 
our present plating bath with 45 g./I. 
of NiCl. we are having severe corro- 
sion troubles on stainless steel heating 
coils, so if lead could effectively be 
used in heating of that solution this 
would be another problem solved. If 
you can recommend the use of this 
bath, can you also supply us with in- 
structions for determining the concen- 
tration of NaF by analysis, as we 
have been unable to locate any in- 
structions on this point. 


C.R. 


Answer: We would not recommend 
the addition of sodium fluoride to a 
nickel bath because the addition of 
sodium ions will affect the ductility 
of the deposit. The fluoride will com- 
bine with the boric acid in the bath 
to form fluoborie acid, If the solution 
is operated with bagged anodes, and 
is agitated and filtered, no additions 
are necessary to deposit at rates great- 
er than 0.001” in 1% hr. 


Lead-lined tanks are considered un- 
desirable because some lead dissolves, 
adversely affecting the deposit. Stain- 
less steel coils will dissove but lead 
coils are very commonly employed. 
The small amount of lead dissolved 
from the coil ordinarily does not affect 
the nickel deposition; however, the 
nickel chloride content of the bath 
should be maintained at not over 
about 8 oz./gal. 


Rusting of Zine Plated Steel 


Question: We are now starting to 
plate zinc and would appreciate what- 
ever information you can give on 
what is wrong with the zinc plating 
of the samples enclosed. It seems that 
there is not enough protection since 
they are easily rusted. We hope that 
you will be able to give us a run- 
down on how to produce a good pro- 
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tective finish and appearance. We are 
now using a proprietary bright zinc 
formulation. 


L. F. Z. 

Answer: Zinc is a sacrificial metal 
so that, to obtain increased rust re- 
sistance of plated parts, it is necessary 
to apply a heavier zinc deposit to the 
steel, 

The sample forwarded has only a 
flash coating of zinc whereas, for pro- 
tection, it should have at least 0.0002” 
and preferably much more. If it is 
not possible to secure a heavier de- 
posit from your bath, we would sug- 
gest that it be analyzed by your 
brightener supplier. 


Nickel Bonded Diamond Burrs 


Question: | am interested in the 
manufacturing of grinding tools suit- 
able for the field of dentistry. I would 
appreciate your assistance in obtain- 
ing the process for the method in 
which the diamond grains are firmly 
bound to the basic metal by means of 
a chrome-nickel film (electroplating). 

I am enclosing a sample instrument 
for your inspection and analysis, to 
assist you in determining the process 
I am looking for. 

S. A. 


Answer: Nickel-bonded diamond 
wheels and burrs are made by immers- 
ing the spindle in a Watts nickel solu- 
tion, the spindle being surrounded by 
a small bag containing the diamond 
powder. The diamond powder can also 
be placed in small cavities drilled in 
a block of plastic, one spindle being 
suspended in each cavity. A small 
amount of agitation is desirable and 
a low current density is used until 
the amount of nickel plate is built up. 
After the proper amount of nickel has 
been applied, the part is chromium 
plated, as usual. 


Electroless Gold Plating 


Question: We are interested in small 
hatch electroless gold plating and 
would appreciate receiving in- 
formation you can supply on the pro- 
cess, also the names of concerns sup- 
plying the chemicals. 


A 


Answer: We know of no electroless 
gold plating process which would be 
similar in its action to that of electro- 
less nickel. The immersion gold _pro- 
cesses are displacement methods, in 
which the action ceases as soon as the 
base metal is covered with gold. They 
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are limited, therefore, to very thin 
flash coatings. The so-called “electro- 
less” process will build up thick 
deposits. 


Etching Aluminum 


Question: We are currently engaged 
in a photoetching process on alumi- 
num plaques and trophy rings, using 
an Eastman photo resist top and an 
etching medium. We would like to 
change this medium, which is at pres- 
ent hydrofluoric acid, to ferric chlor- 
ide since it reduces attack upon the 
top and provides a cleaner and deeper 


The ferric chloride, however, 
leaves a dark smut embedded in the 
etch. Can you assist us with a means 
of removing this smut? 


etch. 


D. B. 

Answer: If the aluminum parts con- 
tain silicon, it will be necessary to use 
hydrofluoric acid to remove the etch- 
ing smut. However, if wrought alumi- 
num is used, a dip in a solution of 1 
part nitric acid and 3 parts water 
should be satisfactory. A solution of 
14 pint sulfuric acid and 4 oz. sodium 
dichromate per gallon of water can 
also be used. 


Joseph Mazia 


Consulting engineers in electroplating, ano- 
dizing, processing. Registered Professional 
Engineer in District of Columbia and Penn- 
sylvania. 
1605 Connecticut Ave., N.W. 
Washington 9, D. C. 
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HENRY LEVINE & SON, Inc. 


Metal Finishing Consultants 
Analysis of all electroplating solutions 
Engineering of finishing installations 

Air Force Certification Tests 


Salt Spray Thickness and Adhesion Tests 
153 East 26th St., New York, N. Y. 
MUrray Hill 5-9427 


GEORGE W. SLOMIN & ASSOCIATES 


Registered Professional Engineers 
309 WEST PICO BLVD. 
LOS ANGELES, CALIF. 
Phone: Richmond 9-4860 


Research and Development in Advanced 
Electrochemistry, Metallurgy and 
Electronic Process Control. 


G. B. HOGABOOM JR. & CO. 
Consulting Chemical Engineers 


Metal Finishing — Electrodeposition — Solu- 
tion analyses. AIR FORCE CERTIFICATION 
TESTS — Salt spray, thickness of deposits, 
adhesion. 
44 East Kinney St. 

MArket 3-0055 


Newark 2, N. J. 


METAL FINISHING CONSULTING SERVICE 
TESTING - RESEARCH - DEVELOPMENT 
Chemical and Metallurgical Control. 
Spectographic, X-ray, Organic. 

AIR FORCE CERTIFICATION TESTS. 
The FRANK L. CROBAUGH CO. 
1426 W. 3rd St. Cleveland 13, Ohio 


PROPHON ENGINEERING CO. 


Polishing & Buffing Consultants 
Originators of the 
PROPHON BUFFING METHOD 
Office: Laboratory: 
545 Fifth Ave. 561 Bond St. 
New York, N. Y. Elizabeth, N. J. 
MUrray Hill 7-6868 ELizobeth 2-4409 
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GRAHAM, CROWLEY & ASSOCIATES, INC. 
CONSULTING - ENGINEERING - RESEARCH 


Electroplating and Metal Processing 
Waste Treatment cnd Production Problems 


SURVEYS - DESIGNS - SPECIFICATIONS 


475 York Rd. Jenkintown, Pa. 
Also: Chicago - Kalamazoo - New York 


SCIENTIFIC CONTROL 
LABORATORIES 


Finishing Consultants—Registered Engineers 
Salt Spray——Thickness Testing—Analyses 
PLANNING—RESEARCH—DEVELOPMENT 
HAymarket 1-2260 
600 BLUE ISLAND AVE., CHICAGO 7, ILL. 


THE ANACHEM LABORATORIES 
TESTING ANALYSES ENGINEERING 
_For Metal Finishers 
Plating solution analyses and control. Testing 
of deposit-thickness, composition porosity, 

tensile strength. Salt Spray tests. 
AIR FORCE CERTIFICATION TESTS 
1724 West 58th St., Los Angeles 62, Calif. 
AXminster 4-1262 


ERNEST J. HINTERLEITNER 
5340 RIMPAU BOULEVARD 
LOS ANGELES 43, CALIFORNIA 
AXminster 4-1531 


Research - Engineering - Consulting 
1926/1955 - U.S.A. and Foreign 


PLATERS 


TECHNICAL SERVICE. Inc 


ELECTROPLATING AND 
CHEMICAL ENGINEERS 


Air Force certification tests 

Solt Spray, thickness and adhesion tests 

Spectographic analysis 

Solution, Metal and Salt analysis 

Plant Design and Engineering 

Plant layout and construction 

Industrial waste and water supply 
treatment 


59 East 4 St., New York 8 


NEW YORK LABORATORY ALgonquin 4-7940 


CHICAGO 


LABORATORY 
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: 
509 S. Wabash Ave., i 
HArrison 7-7648 


Abrasive Blasting 


U.S. Patent 2.724.930. Nov. 29, 1955. 
W. M. Oddie. 


Apparatus for abrasively treating 
metal articles including means for 
projecting a stream of abrasive parti- 
cles, an endless conveyor element hav- 
ing a feed point, a tumbling point and 
a delivery point, means for driving 
said conveyor in a constant direction, 
means for suspending said conveyor 
element to provide an upwardly con- 
cave support, the conveyor element 
being arranged to advance the articles 
in a linear direction from the feed 
point through the tumbling point to 
the delivery point in-line with the di- 
rection of travel of the conveyor ele- 
ment, means being provided at the 
feeding point for feeding articles to be 
treated on to the conveyor element, 
means associated with the conveyor 
element arranged to control the opera- 
tion of said means for feeding articles 
to be treated on to the conveyor ele- 
ment, means being provided associ- 
ated with the conveyor element for 
stopping the projection of the stream 
of abrasive particles. 


Buffing Wheel 


U. S. Patent 2,724,937. Nov. 29, 1955. 
G. R. Churchill. 


A buffing wheel section having radi- 
ally extending buffing elements and a 
hub member to which the buffing ele- 
ments are secured at their inner ends, 
said buffing elements being discon- 
nected from one another for a major 
portion of their length inwardly from 
the periphery of the buffing wheel sec- 
tion, whereby to enable the buffing 
elements to individually flex during a 
bufling operation, each buffing element 
comprising an assembly of twisted 
strands of fibrous material extending 
longitudinally of the buffing element; 
and a fibrous wrapper enclosing said 
assembly and _ having longitudinal 
stitching extending therethrough and 
subdividing the assembly into separate 
groups of strands and compressing 


94 


Patents 
RECENTLY GRANTED PATENTS 
: IN THE METAL FINISHING FIELD 


said groups transversely and impart- 
ing an elongated cross section to said 
buffing elements in a direction gener- 
ally perpendicular to the axis of the 
buffing wheel section, the separate 
groups of strands cooperating with one 
another to impart rigidity to the indi- 
vidual buffing elements to resist deflec- 
tion in use, and the wrapper and stitch- 
ing maintaining said groups of strands 
in substantially the same relative rela- 
tion throughout the life of the buffing 


elements. 


Waste Treatment 


U.S. Patent 2,725,314. Nov. 29, 1955. 
L. E. Lancy. 


In an integrated in-line process for 
substantially completely removing toxic 
material and waste carry-over from 
work pieces being chemically pro- 
cessed in a treatment line, the steps of 
preparing and maintaining a_ toxic 
material and waste neutralizing chem- 
ical solution; applying such solution 
directly to surfaces of the work pieces 
and to toxic material and waste car- 
ried-over by the work pieces from a 
toxic treatment zone, while moving 
the work pieces directly from the toxic 
treatment zone into and through a 
toxic material and waste removing 
zone; substantially completely chem- 
ically neutralizing and removing the 
toxic material and waste carry-over 
from the surfaces of the work pieces 
by applying the neutralizing solution 
thereto within the removing zone; 
constantly collecting, enriching and re- 
using the toxic material and waste 
neutralizing chemical solution, while 
advancing and treating the work pieces 
in the above-defined manner; moving 
the work pieces from the removing 
zone and only subsequently into and 
through a washing zone, and apply- 
ing wash water in the washing zone to 
the surfaces of the work pieces and re- 
moving therefrom nontoxic carry-over 
from the toxic material and waste re- 
moving zone, so that the wash water 
will contain only innocuous material 
and may thus be directly discharged 


METAL FINISHING, 


as sewage without stream contamina- 
tion. 


Electropolishing Method 


U. S. Patent 2,725.352. Nov. 29, 1955. 
H. R. Strobel, assignor to Western 
Electric Co., Inc. 


The method of dissolving surface 
projections, electropolishing and _pas- 
sivating metallic tapes having serrated 
edges, which comprises advancing a 
filamentary cathode longitudinally 
along a predetermined path through 
an electrolytic bath, advancing such a 
metallic tape longitudinally through 
the bath along a path which progres- 
sively approaches the path of the cath- 
ode from the entrance end to the exit 
end of the bath, masking the edges 
of the tape with electrical insulating 
material to prevent electrolytic action 
on the serrated portions thereof, and 
creating a substantially constant po- 
tential difference between the cathode 
and the tape to electropolish the sur- 
face of the tape in the initial portion 
of the bath and ultimately to passivate 
said surface near the exit end of the 


bath. 


Electropolishing Copper 


U. S. Patent 2,725,353. Nov. 29, 1955. 
H. R. Strobel, assignor to Western 
Electric Co., Inc. 


The method of electropolishing cop- 
per articles, which comprises making 
a copper article an anode in an elec- 
trolytic cell including an aqueous bath 
consisting essentially of from about 
18% to about 30% copper nitrate, 
from about 6% to about 2% sulphuric 
acid and the balance water. and im- 
pressing a D.C. potential upon the cell 
of sufficient magnitude to maintain an 
average anode current density of at 
least 3,000 amperes per square foot 
and to simultaneously release suffici- 
ent oxygen from the bath around the 
article to passivate the surface thereof 
with copper oxides and highly polish 
the surface of the article beneath the 
oxides. 
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U. S. Patent 2,725,394, Nov. 29, 1955, machines + materials « 
G. E. Murray, assignor to Western 
The method of  electropolishing 
metallic filaments, which comprises 
" continuously advancing a metallic fila- 
ment longitudinally along a predeter- 
i mined straight path through an elec- 
. oe trolytic bath, advancing a pair of flat 
i metal tapes through the bath along 
' straight paths converging with respect 
; to the path of the filament and on op- 
. fi posite sides thereof from the entrance 
r |) end to the exit end of the bath, pro- 
gressively bending the tapes trans- 
i versely into a tube surrounding the 
filament as they are advanced along 
—a said paths thereof, and creating a 
d sufficient difference of potential be- 
a4 {7 tween the filament and the tapes to 
E polish the surface of the filament. 
a iH Electropolishing Method 
“ U. S. Patent 2.725.355. Nov. 29, 1955. 
A. N. Gray, assignor to Western 
Electric Co., Inc. 
An apparatus for electropolishing 
g articles, which comprises a tank con- 
n taining an electrolytic bath, a cathode 
d |} ~ extending generally across the tank, 
means for advancing an article to be 
le f§ electropolished through the tank along New Non Foaming, Cleaning Compounds 
r a path substantially parallel to the | 
n i cathode from the entrance end of the For Spray Washers! 
te |) tank to the exit end thereof, means for 
1e impressing a difference of potential Until the recent development of the Magnus ‘“X-3” 
across the article and the cathode so Series, the cleaning effectiveness of spray washers 
that current flows from the article to was limited because the available spray washing 
7 the cathode, a nonconductive mask in- compounds contained too small an amount of 
; |  terposed between the cathode and the bp Ba pen to effectively remove dirt deposits. 
: : : sufficient wetting agent was added, excess foam- 
said being ing resulted. 
that a progressively increasing are ; , 
the is From Magnus “X-3” Series of Spray Washing Com- 
p- pounds, you can now select the one Magnus product 
: ; that completely answers your particular spray 
6 the entrance end to the exit end of washing problem. Combined with the introduction 
the tank. of the ‘“X-3” Series, Magnus has released Bulletin 
th No. 73 which covers facts on the effectiveness of 
ut High Voltage Electroplating each product in the line. Get your copy by writing to 
te, Method Magnus Chemical Company, Inc., 11 South Avenue, 
U. S. Patent 2,726,203. Dec. 6, 1955. 
m- S. C. Reckujellow, essignor to Robo- If you are considering a new production parts clean- 
ell : é ing system or modernizing your present set up—ask 
an tron Corp. us about Magnus Materials, Machines 
at In a process for electroplating a and Methods and a complete survey of 
ot metal from the group consisting of you Cleaning problem by a Magnus 
ci- copper and cadmium onto a_ base Cleaning Methods Engineer. 
he member the step comprising: supply- oe 
ing electrical energy to the plating A INDUSTRIAL DIVISION: 
is electrodes in a series of uni-directional Ua 
the pulses wherein each of said pulses Me MAGNUS CHEMICAL co., INC. 4 
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e White Finish 
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e Chrome Coloring 
Composition 


Representation in Major Cities 


e Greaseless 
Composition 


e Emery Cake 
e Brass Coloring 


e Emery Paste 


@ Burring 
Compound 


e Grease Stick 


e Spray Pastes 
Stainless Steel 
Tripoli 


Write Dep't. A for Samples 


waves of one polarity of an alternating 
current wave-form, each of said pulses 
beginning with respect to each half- 
wave after the high point thereof and 
ending at the first following point of 
zero potential. 


Portable Sand Blaster 


U. S. Patent 2.725.684. Dec. 6, 1955. 
D. L. Growe. 


Apparatus for spraying granular 
material comprising a cruciform blast 
header, first and second oppositely 
projecting and axially aligned ducts 
formed within said header, a_ third 
and downwardly projecting duct lead- 
ing from a point medially of said axi- 
ally aligned ducts, a pressure sealed 
container having a top closing mem- 
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ber pieced by said third duct, a fourth 
duct comprising an elevator tube tra- 
versing the length of said container 
and piercing the bottom thereof and 
joined at its upper end to said third 
duct, a plurality of material entry 
ports positioned upon said fourth duct 
near its point of exit but within the 
bottom of said container, a first ad- 
justable valve having an outlet port 
connected to the lower end of said 
fourth duct, a fifth duct having its 
output end connected to the input port 
to said first adjustable valve, a check 
valve incorporated in said first valve 
arranged to prevent any substantial 
flow of granular material or air back- 
ward therethrough, a sixth duct lead- 
ing from a junction with said fifth 
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duct and passing into said container 
near the top portion thereof, a seventh 
duct connected at its output end to the 
input end of said fifth duct, an eighth 
duct connectable at its input end to a 
source of air under pressure, a manu- 
ally operable valve positioned medially 
along said eighth duct and arranged 
to control the passage of air there- 
through, a second adjustable valve, 
connections joining the output of said 
eighth duct to the input of said sec- 
ond valve, connections joining the 
output of said eighth duct also to the 
input of said seventh duct, connections 
joining the output of said second 
valve to the first said aligned duct of 
said blast header and a blast nozzle 
having its input end connectable to 
the second duct of said blast header. 


Iron Ion Control in Lead 
Coating Bath 


U. S. Patent 2.726.175. Dec. 6. 1955. 
F. E. Kendall and J. R. Kusa, assign- 


ors to Steel Ceilings, Inc. 


In a method of forming a lead coat- 
ing on a ferrous article wherein such 
article is immersed in a bath compris- 
ing a water solution of a lead salt of 
an aliphatic poly-basic hydroxy acid 
having a pH of from about 4.5 to 
about 6.5, a lead ion concentration of 
from about 3 to about 50 grams per 
liter, a solubilizing agent for such lead 
ion capable of forming a soluble com- 
plex therewith, and an operating tem- 
perature of from about 70°F. to boil- 
ing for a time sufficient to deposit an 
appreciable lead coating on such arti- 
cle by a chemical displacement reac- 
tion, the method of prolonging the 
effectiveness of such bath which com- 
prises oxidizing ferrous iron which 
enters such bath as a result of such 
displacement reaction to the ferric 
state, and precipitating the ferric iron 
from solution by reaction with a salt 
selected from the class consisting of 
the ammonium and alkali metal fluo- 
rides and bifluorides. 


Method for Plating by Condenser 
Discharge 


U. S. Patent 2,726,202. Dec. 6, 1955. 
S. C. Rockafellow, assignor to Robo- 
tron Corp. 


In a method of utilizing an alterna- 
ting potential for electro-plating a 
metal chosen from the group consist- 
ing of copper and cadmium onto a 
base member from an electroplating 
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electrolyte in which the metal to be 
plated is dissolved and in which the 
base member is immersed, said base 
member being one of a pair of spaced 
electrodes and the other of said elec- 
trodes also being immersed in said 
electrolyte, the steps comprising: sup- 
plying electrical energy to the plating 
electrodes in a series of unidirectional 
pulses obtained by storing electrical 
energy from repeated negative half- 
cycles of said alternating potential: 
adding the potential of said stored 
energy from each negative half-cycle 
to the potential of the immediately 
subsequent positive half-cycle of said 
alternating source; and conducting the 
resulting potentials through said plat- 
ing until a selected quantity of elec- 
trical energy has been conducted there- 
through; controlling the magnitude of 
said stored energy by controlling the 
portion of said negative half-cycle 
which is stored; and further control- 
ling the magnitude of current through 
said plating bath by controlling the 


portion of said positive half-cycle 


which is added to said stored energy. 


Anodic Pickling and Nickel 
Plating of Tank Interior Using 
Single Electrolyte 


U.S. Patent 2,726,201. Dec. 6, 1955. 
W. H. Prine, assignor to The Interna- 


tional Nickel Co. 


A process for electrolytically de- 
positing a thick, corrosion-resistant 
layer of nickel on the interior surface 
of a large steel tank in situ which 
comprises, in combination, the steps 
of assembling and suspending an elec- 
trode structure in the cavity defined 
by the interior surface of said tank, 
filling said tank with an aqueous acid 
nickel-plating electrolyte having a pH 
of about 1 to about 4.5 and containing 
about 150 to about 500 grams per liter 
of nickel sulfate, about 20 to about 65 
grams per liter of nickel chloride and 
about 15 to about 45 grams per liter 
of boric acid, passing an electric cur- 
rent for at least 15 seconds through 
said tank, electrolyte and _ electrode 
structure in a direction such that the 
interior surface of said tank contacted 
by said electrolyte becomes the anode 
and is anodically pickled over substan- 
tially all portions thereof simultane- 
ously, subsequently passing an electric 
current through said tank, electrolyte 
and electrode structure in a reverse 
direction such that the interior sur- 
face of said tank contacted by said 
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loosened soil. 


\y Cowles Chemical Company” + 
7014 Euclid Avenue « Cleveland 3, Ohio 


All this in one quick trip through your washer 
WITHOUT OBJECTIONABLE FOAMING 


Get the complete story on this brand new > 
Cowles QC Washing Machine CLEANER 


+> 
SEND THIS COUPON — GET THIS TECHNICAL BULLETIN . 


Send Technical Bulletin on Cowles QC Washing Machine 
Cleaner. 


You'll lift more than you can pull with a metal cleaner, too—if you can get your 
cleaner under the soil. That’s the way you'll clean with... 


NEW ( WASHING MACHINE 
(owle4 CLEANER 
Cowles QC Cleaner gets under the soil—even where pressure spray jets 
won't reach —wets the soil thoroughly —pries it loose —disperses and emulsifies 


CHEMICAL COMPANY 


Company 


CLEVELAND 3, OHIO 


Address 


City 


electrolyte becomes the cathode and 
nickel is electrolytically deposited over 
substantially all portions thereof simul- 
taneously, maintaining the current in 
the latter direction until a corrosion- 
resistant layer of nickel of a thickness 
of at least about 0.01 inch is built up 
by electrolytic deposition on substan- 
tially all portions of the interior sur- 
face of said tank contacted by said 
electrolyte, and removing said electro- 
lyte from said tank, whereby a thick, 
corrosion-resistant layer of nickel is 
electrode-deposited on the interior sur- 
face of said tank while using the same 
acid nickel-plating electrolyte for the 
dual purpose of anodically pickling 
and of electroplating the interior sur- 
face of the tank without emptying the 
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electrolyte from the tank between the 
pickling and plating operations. 
Electroless Nickel 
U.S. Patent 2,726,969. Dec. 13. 1955. 
R. A. Spaulding, assignor to General 
Motors Corp. 


In a chemical reduction plating op- 
eration utilizing a plating bath com- 
prising an aqueous solution contain- 
ing a water-soluble nickel salt and hy- 
pophosphite reducing agent. the im- 
provement which consists of maintain- 
ing the desired nickel concentration in 
the bath by additions thereto of a 
water-insoluble nickel compound 
adapted to regulate the bath pH. and 
simultaneously removing phosphite 
by-products formed during plating by 
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SCIENTIFIC 
REFINING 


Specially perfected metallurgical 
processes and equipment, highly 
skilled technicians and over half a 
century of refining experience, assure 
an accurate return from every refin- 
ing lot. SEND US YOUR NEXT SHIP- 
MENT of silver plating solutions or 
other precious metal waste and see 
the difference scientific refining can 
make in your returns, 


HANDY 


HANDY & HARMAN 


SHIP REFININGS 
TO THE NEAREST 
OF THESE PLANTS 


WEST COAST CENTRAL U. S. 


Los Angeles 63, Calif Chicago 22, 


HANDY & HARMAN 


GENERAL OFFICES: 82 FULTON STREET © NEW YORK 38, N. Y. 
Bridgeport, Conn. Providence, R.!. Chicago, Ili. Los Angeles, Calif. Toronto, Canada 


3625 Medford St 1900 West Kinzie St 


999 “PLUS” FINE 
SILVER ANODES 


THE THREE FEATURES above 
distinguish these 999 “PLUS” FINE 
Silver Anodes regardless of form. 
They're your assurance of top-quality, 
trouble-free silver plating. 


A TRIAL will prove it pays to use these 
super-fine silver anodes. Order from our 
nearest address below. 


& HARMAN 


EAST COAST 
82 Fulton St 44 West 46th St Bridgeport 1 425 Richmond St 
New York 38, N.Y. New York 36,N Y Conn Providence 3, R. 1 


treating said bath with an anion ex- 
change material. 


Electroless Nickel 


U. S. Patent 2,726,968. Dec. 13, 1955. 
R. A. Spaulding, assignor to General 
Motors Corp. 


In a chemical reduction nickel plat- 
ing process utilizing a plating bath 
comprising an aqueous solution con- 
taining a water-soluble nickel salt and 
a hypophosphite reducing agent, the 
improvement which consists of replen- 
ishing the hypophosphite in said bath 
by addition of hypophosphorous acid 
and treating said bath with an anion 
exchange material to remove phosphite 
ions produced by said process. 
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Belt Polishing 


U.S. Patent 2,726,491. Dec. 13, 1955. 
J. Smedley, assignor to Rolls Royce 
Lid. 


In apparatus for surface finishing a 
curved surface comprising a work 
holder adapted to receive the part to 
be surface finished, and a_ flexible 
abrasive carrier, said work holder and 
flexible carrier being mounted for 
relative finishing movement with the 
said part carried in the work holder 
in contact with the flexible carrier; 
means to supply a pressure fluid to 
the opposite surface of the abrasive 
carrier to that in contact with the said 
part comprising a member positioned 
adjacent said opposite surface so that 
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the carrier is between the work holder 
and said member, said member having 
internal passageways and a portion of 
its external contour shaped in prede- 
termined relation to the desired form 
of the surface to be finished, means to 
deliver pressure fluid to said internal 
passageways of the member, and a 
plurality of outlets from said internal 
ducts opening through said contour 
portion of the member, said outlets 
being disposed in said contour portion 
of the member in a manner uniformly 
to distribute the pressure fluid to said 
opposite surface where the abrasive 
carrier contacts the part to be finished. 


Conversion Coating for Zinc 


U. S. Patent 2,727,841. Dec. 20, 1955. 
A. E. Chester, assignor to Poor & Co. 


A process of protecting zinc against 
corrosion which comprises treating a 
zinc surfaced article with an aqueous 
solution consisting essentially of 0.5 
to 5% by weight HNOs, 1.82 to 9.1 
grams per gallon of CrOs and 1.59 to 
7.95 grams per gallon of fluorine in 
the form of a water soluble fluorine- 
containing compound from the group 
consisting of trifluoroacetic acid and 
the lower alkyl esters of said acids. 


VENTILATION 
(Continued from page 80) 


maintain more comfortable conditions 
by keeping humidity and heat down at 
the working level. Such a canopy has 
been used to maintain proper humidity 
within a larger area where precision 
steel parts were being processed. 

For a single tank or hot tanks along 
a wall, an over-hanging canopy, as in 
Figure 4, has been used. An air flow 
of 150 feet per minute is recommend. 
ed to overcome excessive losses from 
normal drafts in a large room. The 
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Figure 6 
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worker may work either inside or out- 
side the canopy. 

One of the most difficult ventilation 
problems is for the highly toxic fumes 
generated by sulfuric-nitric bright dip- 
ping of copper alloys. Even a ventila- 
tion rate of 300 may not be adequate 
without baffling and partial hood en- 
closure, as in Figure 5. It will also be 
helpful to keep the solution level low 
in the tank in order to gain some 
baffling from the sides of the tank. 
Even with such a design, fuming of 
the work on removal and transfer to 
the rinse may be objectionable. This 
problem has only been solved in some 
cases by the use of a more complete 
enclosure, as in Figure 6, over the 
bright dip and the rinse. A monorail 
and hoist can be used with the split 
hood, or a monorail can be placed in- 
side of a similar hood with a closed 
top. For less severe conditions, a nar- 
row tank, a high air velocity, and a 
hood extended beyond the ends of the 
tank may be helpful. 


ABSTRACTS 


Bulk Anodizing and Coloring of 
Small Parts in Bulk 


C. Etienne: Revue de L’ Aluminium, 
January 1955. 


The desire has long existed to apply 
the methods used for barrel plating of 
small parts to the anodizing treatment 
of light metal components of small 
size in bulk, but it is only within the 
last few years that this conception has 
become a practical commercial propo- 
sition. The technical problem to be 
overcome was the fact that the coat- 
ing which is formed on the metal sur- 
face during the treatment has a low 
electrical conductivity. Consequently, 
with a bulk mass in the barrel during 
anodizing, parts will be constantly 
removed from the electrolysis circuit. 
For this reason, as a development con- 
ception, it was useless to tnink of uti- 
lizing rotary barrels or drums in 
which the parts had free circulation. 
On the contrary, it was rapidly real- 
ized that the parts should be main- 
tained immobile in a basket. 

After numerous tests, two types of 
container baskets were developed of 
which full dimensions and diagrams 
are given in the text; one type was a 
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Immersion Heaters is the most modern and now 
the most proven of all methods known today. 
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Clepco Steel and Stainless Immersion Heaters 
are designed to meet the specific demands of 
the Alkalinc Bath heating problems of the 
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truncated cone and the other had a 
cylindrical shape. The truncated cone 
type of basket was used for parts of 
small dimensions, less than about 10 
mm. The inverted truncated cone 
shape was developed because parts 
which have been freshly pickled heap 
very badly because of the high surface 
friction. Too low a conicity will not 
improve the heaping characteristics 
and, on the other hand, too great a 
conicity will give correct heaping but 
will necessitate strong cover closure 
to avoid movement which may give 
rise to deformation. 

When this question of the baskets 
had been settled, two other technical 
problems remained to be overcome. 
These were: rapid heating of the elec- 
trolyte in the interior of the basket 
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and the accumulation of gas in the 
interstices left between the parts. This 
temperature rise should not exceed 
23°C. when a sulfuric acid electrolyte 
of 19° to 22° Be. is being used. 
Higher temperatures act adversely on 
the coating. After tests on an industrial 
scale, the following simple measures 
were adopted to ensure the cooling of 
the electrolyte in the anodizing bas- 
kets. These comprised (a) Introduc- 
tion of cold electrolyte to the interior 
of the basket by means of a tube fixed 
on the axis with holes 2 to 2.4 mm. 
in diameter, the electrolyte feed being 
distributed uniformly along the tube; 
the feed speed should not be too high 
so as to displace the parts; (b) By in- 
jection of compressed air to the in- 
terior of the tube under a pressure of 
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The Cyclonaire is a “package” Fume Washer, complete with 
Intalox Saddle Tower Packing and motor. Unlike old fashioned 
“custom built” units, its compact design permits more ad- 
vantageous location inside the plant — duct runs are shorter, 
power requirements are lower. It is available in four standard 
capacities: 750, 1,650, 3,500 and 6,000 c.f.m., which enables 
the user to “tailor” a fume removal system to his particular 
plant. For example: one plant may best be served by a single 
6,000 c.f.m. unit, while another plant solves its problems by 
strategically placing two or more smaller units. 


The Cyclonaire is easily adapted to special applications, too. 
In the majority of cases standard components are used, with 
no involved engineering or special parts fabricating required. 
Consider for a minute what this flexibility can mean in time 
and money saved... 


The Cyclonaire removes up to 99.9% of many gases in con- 
centrations of 1% or less, and safely handles corrosives in 
low concentrations. Each unit is fully Tygon-protected inside 
and out against corrosive fumes normally encountered in metal 
working operations. Constructed of steel in flanged sections, it 
can be assembled by two men in half a day—or as quickly dis- 
assembled and relocated. But you'll want the whole story, so... 


— Write today for Bulletin FW-5 
it is yours without obligation 


254-E 


= PROCESS EQUIPMENT DIVISION 


S. STONEWARE 


KRON 9, OHIO 
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100 to 150 g./sq.em. In this case, the 
electrolyte is renewed by convection 
in the interior of the basket and it is 
likewise cooled to a certain extent by 
the compressed air. Although this 
method is less effective than the previ- 
ous one, in many cases it is quite ade- 
quate; (c) By displacement of the 
basket during the course of the ano- 
dizing operation, along the anode bar, 
the operation being gently effected at 
5 to 10 minute intervals. During the 
course of its displacement the basket 
should be entirely lifted out of the 
bath in such a way as to eliminate 
completely the hot electrolyte before 
it is immersed again in the bath. 
The gases which are formed at the 
anode during electrolysis are consti- 
tuted of oxygen not fixed by the metal 
and of hydrogen resulting from the 
attack of the constituents of the alloy 
by the sulfuric acid. These gas bubbles 
can grow to a diameter of several mm. 
and, if they adhere to the surface of 
the parts, serve to insulate these. The 
methods described above for cooling 
the electrolyte serve also to remove 


ihese gas bubbles. 


Electrolytic Degreasing before 
Plating 


L. Ades: Galvano (Paris). Vol. 24, 
No, 220, pp. 17-19. 


Although a prior solvent degreasing 
or a prior alkaline cleaning is neces- 
sary to give a preliminary cleaning to 
the ware it is indispensable to follow 
this by an alkaline electrolytic treat- 
ment before plating. The parts are im- 
mersed in the electrolytic degreasing 
bath for a time which is generally 
lower than that necessary for chemi- 
cal degreasing. The baths are heated 
but generally to lower temperatures 
than those for chemical degreasing 
baths. Before the development of the 
semi-bright and bright plating modern 
baths, it was the general rule to apply 
a cathodic degreasing treatment. To- 
day it is most usual to apply cathodic 
and anodic degreasing treatments or 
even cathodic treatment followed by 
an anodic degreasing according to 
circumstances, both the processes hav- 
ing advantages and disadvantages. 


A great diversity of compositions 
are used for the hot electrolytic alka- 
line baths and each metal needs a 
special bath composition to obtain 
the best results. An alkaline electroly- 
tic cleaner should have properties 
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analagous to those of baths of chem- 
ical degreasing but additionally spe- 
cial important properties as follows: 

(1) Its pH value needs careful 
study so as to confer high detergent 
and saponifying properties but also to 
avoid the attack of metals which are 
attached either to the positive or nega- 
tive pole in the bath. The common 
baths generally have a pH between 10 
and 12.5. The use of soda increases 
the saponifying properties but does 
not modify the detergent properties. 
The risks of chemical attack increase. 
however, since in very low quantities 
it favors a rapid rise in pH. It is 
necessary to use it to ensure a good 
conductivity and, accordingly, sili- 
cates are used as inhibiting agents. 
The various silicates used diminish the 
attack on metals by sodium carbonate 
and sodium orthosilicate. 

(2) The bath must also possess a 
very low surface tension to facilitate 
the penetration of the solution into 
the grease skin and detach it. Alkaline 
soaps or surface-active compounds are 
introduced to reduce the surface ten- 
sion. However. their use is limited in 
all cases, because pronounced foam- 
ing must be avoided with the opera- 
tion of the bath. The introduction of 
orthophosphates favors the surface- 
tension action of these agents and in- 
creases the detergent and emulsifying 
properties of the solution. 

(3) Finally. an electrolytic degreas- 
ing bath should be insensitive to the 
hardness of the water. To obtain this 
effect. complex agents are introduced 
into the bath such as hexametaphos- 
phate. tetraphosphate, polyphosphate 
and pyrophosphate. 

(4) An electrolytic degreasing bath 
should not leave any deposit on the 
parts such as a film difficult to elimi- 
nate by rinsing. This is why it is im- 
portant to terminate the degreasing 
cycle with an anodic operation. 


Influence of Chlorine Ions on the 
Solubility Mechanism of Nickel 
Anodes in Sulfate Baths 


W. Machu and A. Ragheb: Werk- 
stoffe und Korrosion. Vol. 5, No. 6. 


pp. 217-222. 


The authors investigated the anodic 
behavior of nickel in nickel sulfate 
solutions with and without the addi- 
tion of ammonium chloride and nickel 
chloride. The best method for the 


hen you deal with Federated sales and ser- 
vice engineers you'll find their talk of extra 
service is more than just lip service. As an 
example, Federated provides free bath analysis 
for plating shops that wish to use Zimax, the 
efficient addition agent for zine plating; and 
free adjuster solutions are provided with 
Cadmax, Federated’s effective brightener for 
cyanide cadmium plating, so that no break-in 
period is required. 


Federated provides a well rounded line of 
quality plating materials and electrochemicals: 


ANODES: 


All types of copper; zinc; tin; tin-lead; cad- 
mium: brass; silver and lead anodes, including 
the famous Conducta-Core that lasts three times 
as long, gives greater throwing power. 


NICKEL SALTS: 


Domestic nickel salts produced under quality 
control methods that assure identical plating 
characteristics from every lot. 


ADDITION AGENTS: 


Zimax and Cadmax provide maximum throwing 
power, maximum coverage, maximum allowable 
current density, maximum brilliance and maxi- 
mum lustre. 


Talk to your Federated dealer or sales en- 
gineer to convince yourself that Federated’s 
knowledge and nation-wide facilities can help 
increase shop efficiency and add to your profits. 


DIVISION OF AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N. Y. 
In Canada: Federated Metals Canada, Ltd., Toronto and Montreal 


‘ Aluminum, Anodes, Babbitts, Brass, Bronze, Die Casting Metals, Lead, Lead Products, Magnesium, Solders, Type Metals, Zinc Dust 
preparation of the test electrodes and 
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the KLEM representative 


—he’s in your area to help you 


The next time the KLEM man calls at your plant take 
advantage of his specialized experience and training 
in metal surface cleaning and preparation. If you have 
a problem he may be of help to you on the spot, if not 
he’ll use the KLEM-PLAN to present the facts to our 
lab technicians who will find a quick answer for you. 


CHEMICALS, 
INC. 


KLE 


WRITE FOR THE KLEM CATALOG, 


DEARBORN, MICHIGAN 
14401 LANSON AVENUE 


EL MONTE, CALIFORNIA 
1905 NO. CENTRAL AVE. 


TODAY 


the most effective removal of the sur- 
face oxides consists in an anodic pre- 
treatment in N HCl at 0.3-0.4 amp./sq. 
cm. With higher anodic current densi- 
ties, anodic polishing occurs and, with 
lower ones, only etching of the nickel 
and insufficient surface cleaning. An 
addition of ammonium or nickel chlo- 
ride increases the porosity of the pri- 
mary cover coating present on the 
nickel and, through this, improves the 
solubility of the nickel anodes. 

From the Mueller-Machu log. i,/log. 
t, curves, the porosities of the cover 
coatings in the various electrolytes 
could be calculated and the influence 
of the chloride ions could be quantita- 
tively determined. Mixtures of nickel 
sulfate and nickel chloride behave in 
a varying manner in comparison with 
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nickel sulfate or nickel chloride, hy- 
drochloric acid and sodium chloride 
alone; they show a very great activa- 
tion characteristic and, with the anodic 
treatment, they allow only the forma- 
tion of very porous and unstable cover 
coatings. Further, the formation of 
oxide coatings with anodic polishing 
was proved. 


Electrical Conductivity 
Measurements on Plated 
Metal Coatings 


By A. Keil: Metalloberflaeche. Vol. 
9, No. 6, pp. A81-A84 (June 1955). 


The electrical conductivity of elec- 
troplated metals lies, in general, below 
that of the same metal in the massive 
condition (i.e. cast or rolled). In addi- 
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tion, it is to a great degree dependent 
on the bath additions or impurities 
which occur simultaneously with the 
deposition. The requirements for the 
establishment of precise physical data 
in this connection has today become 
of great technical significance to the 
electronics industry in which high fre- 
quency techniques are employed and 
in which high-corrosion resistant noble 
metal plated coatings are often applied. 
In these plated coatings, as a result 
of the “skin effect,” a considerable 
part of the electrical conductivity of 
the equipment occurs. For instance, 
in the short-wave radio and radar 
equipments, the normal wave lengths 
used give a penetration depth of the 
order of 10 microns. The investiga- 
tional work to obtain precise informa- 
tion on this question covered silver, 
gold and rhodium plated coatings 
which were produced by the normal 
plating methods. The conductivity 
measuring process applied by the eddy 
current method permitted of obtaining 
fundamental conclusions — regarding 
the electrical conductivity of test parts 
of 0.5 to 15 microns in thickness and 
with a measuring surface area size of 
at least 1 sq. cm. The metal plated 
films examined were obtained by plat- 
ing and then dissolving away the base 
metal. 


The measurements obtained allowed 
of the following conclusions being 
drawn. On working with normal com- 
mercial plating baths and under the 
conditions of practical operational 
plating, both with gold and also with 
silver, one can count on a _ certain 
lowering of the electrical conductivity 
as compared with the physical data 
available for the cast metal condition. 
Thus, in the case of gold, about half 
the normal electrical conductivity was 
measured with the plated gold coating. 
With silver plated coatings, these val- 
ues lie between 50 and 90% but can, 
however, if hardening additions are 
contained in the plating bath, sink to 
10% for the specific conductivity. 


The most unfavorable relationships 
for the pure plated-out metals were 
found with rhodium and, in this case. 
only about 25% of the normal electri- 
cal conductivity was attained. It has 
also to be considered in this connec- 
tion that, with the ductile test bodies 
produced with these tests, undoubtedly 
more favorable conditions had been 
created than occur with the plating 
treatment of more rigid bodies in 
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practice. This fact is connected with 
the high internal stresses and with 
the micro-cracks caused by this in the 
plated coating and is a proof of the 
fact that it does not appear advisable, 
to specify rhodium coatings in too 
great a coating thickness. Inasmuch 
as the commercial processing specifi- 
cations may call for the production of 
a thick surface coating which is simul- 
taneously corrosion resistant, firmly 
adherent, has a good electrical con- 
ductivity and wear resistance, then 
the problem cannot be solved by mere- 
ly making the rhodium plated coating 
thicker. 


The best solution of a complex 
technical problem of this nature would 
appear to be to apply a silver or gold 
plating pre-treatment followed — by 
rhodium. 


Plated Nickel Coatings from 
Chloride and Sulfate Solutions 


By E. Raub: Metalloberflaeche. Vol. 
9, No. 6, pp. 88A-93A. 


According to the extensive previous 
research which has been conducted, 
the characteristics of nickel plated 
coatings are more dependent on the 
composition of the plating baths than 
on the working conditions such as 
cathodic current density, bath tem- 
perature, etc., as long as the pH value 
remains within the normal limits of 
nickel plating practice. With higher 
pH value the hardness increases as a 
result of the increasing occlusion of 
nickel hydroxide and basic nickel salts. 
The present investigation had the ob- 
ject of ascertaining the influence of 
chloride in the bath on the nickel 
plating process. For the tests, there 
were used pure chloride and sulfate 
baths with boric acid addition as well 
as mixed baths. Before the tests the 
baths were subjected to prolonged 
electrolysis at low current densities. 


Hardness determinations were con- 
ducted on the nickel plate with the 
Hanemann Micro-Vickers hardness 
tester. The thickness of the nickel coat- 
ing amounted to 20 and 50 microns 
respectively. It should be mentioned 
that the Micro-Vickers hardness mere- 
ly gives comparative values. X-ray 
fine structure examination was also 
conducted on 5 to 20 micron deposits. 
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in plating the shells 
of rear view mirrors 
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tors are installed and held 
in place with a +90° bend 
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SEYMOUR, 


THE SEYMOUR MANUFACTURING CO. 
4 FRANKLIN STREET, SEYMOUR, CONNECTICUT 


high 


BRIGHT 
NICKEL 


after plating. It’s one of the reasons why many producers of plated 
metal products rely on Seymour Bright Nickel Solutions. Seymour 
also assures them of greater throwing power, easy control and elim- 
inates the need for buffing and polishing before chrome plating. 

Let Seymour help solve your plating problems in its Experi- 
mental Plating Laboratory. Write for details. 


The results of these tests showed 
that the nickel separates out from 
nickel chloride solutions with a lesser 
polarization than from nickel sulfate 
solutions. Corresponding to this, the 
current efficiency with the nickel de- 
position from the chloride baths and 
chloride - containing baths is greater 
than that from nickel sulfate solutions. 
The nickel plated from chloride solu- 
tions under corresponding working 
conditions possesses a definitely higher 
hardness than nickel obtained from 
sulfate solutions. The occlusion of 
nickel hydroxide and basic nickel 
salts respectively under the same work- 
ing conditions, is greater with nickel 
deposits from the chloride baths than 
those from the sulfate baths. The dif- 
ferences between the chloride and sul- 
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fate solutions rest on the fact that 
nickel chloride is strongly dissociated 
and sulfate weakly dissociated. Simul- 
taneously, the hydrolysis constant of 
nickel chloride is very much greater 
than that of the nickel sulfate, there- 
fore the stronger tendency to the for- 
mation and co-precipitation of nickel 
hydroxide and basic nickel chloride. 

Nickel deposits can also show a 
high hardness if they are deposited 
with simultaneous relatively high hy- 
drogen generation. In this case the 
occlusion of hydrogen can be assumed 
as the cause of the increased hardness 
which, in the same way as_ with 
highly dispersed occluded inorganic 
or organic compounds, cause lattice 
disturbances with the crystallization 
of the nickel. 
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Burr-Rite 


Send TODAY! 


For New, 
Informative 
Barrel 
Finishing 
Catalog. 


There’s a 


Barrel Finishing 
Machine for 


YOOR requirements 


DON’T depend on antiquated machines 
and out-dated methods. For controlled 
production finishing of wood, metal, 
plastic, rubber, and other parts, GLOBE 
equipment is carefully engineered to suit 
the demands of your job and your 
production volume. 


DON’T buy any barrel finishing equip- 
ment until you have seen the new 
GLOBE Power Tilt line which features 
the time-proven, open-end barrel with 
conveniently located push-button con- 
trols for loading and unloading at the 
touch of your finger. The Power-Tilt 
line is available in thirteen capacity 
ratings and a choice of six barrel styles. 


DON’T fail to get all the facts. Since 
1902 GLOBE has provided industry with 
fine finishing equipment. ..equipment 
that is easy to operate and maintain. 


DO take advantage of GLOBE’S vast files 
of case histories and know-how. Our free 
Test Laboratory is open for your con- 
venience and our trained sales engineer- 
ing staff will be pleased to help you deter- 
mine the right equipment for your job. 


BARREL 
FINISHING 
EQUIPMENT 
Division 
CASALBI COMPANY 
545 Wayne Street, Jackson, Michigan 


Some Problems with Electro- 
chemical Polishing of Aluminum 
and Aluminum Alloys 


F. Baumann: Angewandte Chemie. 


66, No. 21, p. 682. 


It can be accepted that the electro- 
lytic effect in electrochemical polish. 
ing of aluminum is induced by the 
external current circuit. and with the 
chemical brightening processes by way 
of local cell action. With the Erft- 
Werkes dissolving process, thick oxide 
coatings are applied and again dis- 
solved off. Lead nitrate. copper nitrate 
as well as depolarizers increase the 
brightening process; the behavior of 
the alloying constituents is varying 
and is difficult to follow and control. 


Venting and Fume Removal 
Equipment in Metal Working 
Processes 


H. Muermann: Metall. Vol. 9. No. 
7/8, pp. 278-282. 


When designing and installing a 
fume venting layout. in addition to 
the correct choice of material for acid 
protection, attention must also be 
given to the air flow. Satisfactory col- 
lection and good exhaustion of the 
gases and vapors at the point of origin 
are fundamentally dependent on the 
exhausting fan. the suction hood and 
the piping. 

The suction effect is actuated by the 
fan and the correct type and dimen- 
sioning of the fan is most important 
for efficient operation. With large bath 
surface areas, edge suction usually is 
not sufficient. In such cases, in addi- 
tion to suction, there is used an air 
trap. To achieve this, on one side of 
the tank air is blown in a wide front 
over the tank surface and this current 
of air and conducted fumes are sucked 
away at the opposite side of the tank. 
The volume of air required to achieve 
this effect is dependent on the bath 
surface, on the temperature and on 
the movement of the bath liquid. 


For a bath surface of 1 sq. m. the 
venting air must amount to 30 to 45 
c.m./min. The venting pipeline should 
be so dimensioned that the air velocity 
always remains the same. Sharp bends 
are to be avoided in the venting pipe. 
Branching unions in the pipeline should 
be made at an angle of no more than 
15°. In many cases. blowing of the 
vented gases into the open air cannot 
be allowed to take place. In the case 
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of acid fumes, an acid separator or a 
washing tower is installed in the pipe- 
line, before the cleaned air is vented 
to the open. In extreme cases, the 
pipelines can be constructed wholly 
of acid-resistant materials and suitable 
materials are stainless steel sheet, hard 
lead, aluminum, chemical stoneware. 
and plastic, depending on the work- 
ing conditions. In recent years poly- 
vinyl chloride is being used to an in- 
creasing extent for this purpose. With 
this material however, the gases and 
vapors should not exceed a tempera- 
ture of 40° to 50°C. as above this 
the material sofiens. Workrooms in 
which the air is vented away by such 
suction layouts, must be heated in 
winter, and air heating is the best 
method to apply here. 


Drum Pickling Layouts for 
Sheet Strip Metal 


Maschinenmarkt. Vol. 61. No. 26. 


p. 7 (1955). 


A coil of strip metal is placed in 
the pickling drum, and this is then 
placed in the pickling tank. The pick- 
ling drum is then revolved for such a 
time until the external diameter of 
the coil corresponds to the internal 
diameter of the pickling drum. The 
direction of rotation is then changed. 
so that the coil is again rolled up. This 
procedure is conducted several times 
and gives a sound and rapid pickling. 
Metal strip widths of 50 to 2,000 mm. 
can be treated in this way. The floor 
space required by a pickling unit of 
this type is a fraction of that required 
by an orthodox continuous pickling 
line. This type of strip pickling unit is 
particularly suitable for the smaller, 
average sized works and those which 
have a highly fluctuating volume of 
production. 


Adhesion of Chromium Coatings 
with Alternating Loading 


Starosselski and D. N. Garkunow: 
Machine Design News (Russia). Vol. 
32, No. 6, pp. 55-56. 


With alternating stressing, the ad- 
hesion of a chromium coating depends 
on the strength of the steel base metal: 
it increases with increase of the coat- 
ing thickness. With higher strength 
of the base metal, the chromium coat- 
ing holds longer than with a less 
strong steel. 
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efficiency 
..- with 100% protection! 


Germanium has no peer forse as a semiconductor in providing 
an efficient source of DC curyggt. Howevek, germanium is ex- 
tremely heat sensitive and m be protected against thermal 
overload and current faults whieh, if un¢hecked, would in- 
stantly destroy the germanium jun¢etigns. 


After two years of research and design in collaboration with 
the General Electric Company, Wagner Brothers is proud to 
announce their new, completely protected, highly efficient 
Germanium Power Rectifier. 


General Electric “Safety Cells’’ are hermetically sealed to 
shield the germanium element from moisture and any corrosive 
fumes. Each ‘Safety Cell’? is individually protected from 
destructive current faults by fast-acting ‘‘amp trap” fuses 
which break the circuit in a fraction of a second, before the 
germanium junctions can be destroyed. 

Further protection from normal overcurrent and under- 
voltage input is provided by separate breakers on the main 
contactor and on the blower motor. A pressure switch guards 
against thermal overloads in case of blower malfunction. 

Now you can have the advantages of efficient germanium 
power rectification—plus, assurance that current faults and 
overheating will not cause stack burnout, downtime and ex- 
pensive repairs. 


If you need a dependable source of DC current, write for our 
portfolio of technical information. 


CHICAGO 
CINCINNATI 

CLEVELAND 
BROTHERS | 
INCORPORATED 


418 MIDLAND AVE., DETROIT 3, MICHIGAN) 
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Recent Developments 
METHODS, MATERIALS AND. EQUIPMENT 
FOR THE METAL FINISHING: INDUSTRIES 


Brass Brightener 


Jelco Finishing Equipment Corp.. 
Dept. MF, 153 E. 26th St., New York, 
N.Y. 

New, improved Jelco brass additive 
is claimed to offer the following ad- 
vantages when added to a brass plat- 
ing solution: 

1. Brighter plate 

2. Faster plate 

3. Uniform color control 

4. Use of higher current densities 

5. Great decrease in anode polariza- 
ation 

6. Elimination of cyanide fumes 

7. Deposition of a soft buffing plate 

8. Increase in throwing power .. . 
plus many other advantages. 


The brass additive can be used in 
the standard ammonia type of solu- 
tion or in the new high speed caustic 
formulations. The additive is used for 
both still and barrel plating solutions. 

The additive is stated to have been 
completely tested and proven under 
job shop and manufacturing plant 
conditions and is now being used 
effectively on products such as lamps, 
hardware, furniture parts, zippers, and 
oxidized and antique finishes. 


Plating Barrel 


George A. Stutz Mfg. Co., Dept. MF, 
4450 W. Carroll Ave., Chicago 24, Ill. 


A new belt drive, complete cycle, 
plating barrel with no cylinder gears 
or bearings is claimed to have a low 
initial cost and the lowest possible 
maintenance cost. 

The cylinder is made of one piece 


Plexiglas construction, suspended and 
rotated by two V-belts and arranged 
between cast iron guide frames. For 
smooth barrel operation, saddle horns 
are located on 15” centers. Cathode 
contactors are dangler type. 

The units are made to fit all makes 
of plating tanks. Standard sizes are 
14” x 30” and 14” x 36” (1.D.), with 
12 additional sizes from 12” x 24” to 
18” x 42” (1.D.). Standard perfora- 
tions round on centers. Pat- 
ented dual hole for processing of ex- 
tremely small parts is available. 


Chromate Conversion Coatings 


Conversion Chemical Corp., Dept. 
MF, Rockville, Conn. 


A new group of protective films, the 
Kenvert chrome sealer type films is 
designed to provide maximum pro- 
tection for such common non-ferrous 
metals as copper, zinc, brass, cadmium, 
and aluminum against tarnish, stains, 
finger prints, and for inside corrosion 
protection. 

The efficiency of the new sealers in 
increasing the adhesion of organic 
films, lies in their ability to prevent 
the formation of metallic soaps; one 
of the common causes of failure of 
organic films on these metals. They 
are particularly recommended where 
paint or lacquer films have been giv- 
ing premature failure in the presence 
of moisture; and are claimed to be 
superior in almost every application 
to either oxide or phosphate type films. 

Many of the finishes brighten as 
well as protect. All finishes are pro- 
duced in simple, short, dipping oper- 
ations; requiring no expensive equip- 
ment, racking, exhausting, or heating 
facilities. 

A finish of particular interest in 
this season of the year is No. 32, 
claimed to virtually eliminate the tend- 
ency for “spotting-out” on brass plate; 
as well as preventing staining and 
finger printing prior to lacquering. In 
many instances the extra lacquer mile- 
age obtained, more than saves the 
treating cost involved if no other fac- 
lors are taken into consideration. 


METAL FINISHING, 


Drum Upender 


Morse Mfg. Co., Dept. MF, 727 
Manlius St., East Syracuse 2, N. Y. 


Less muscle is needed to upend 
loaded oil or chemical drums using 
the newly developed drum upender 
No. 32. The new drum upender has a 
40” handle, offset 35° for maximum 
efficiency in raising drums from hori- 
zontal to vertical. A hefty 114” hook 
provides adequate clearance for the 
largest chime. A 214 x 8” toe plate 
spreads lifting pressure over a large 
area to prevent drum damage. 

This new tool, engineered for man- 
ually upending heavy drums with a 
minimum of effort speeds production, 
makes drum handling a fast, one-man 
operation. It cuts lost manhours due 
to personal injuries while handling 
heavy drums. Strong and durable, the 
tool is designed to give long, econom- 
ical service. 


Pickling Additive 


Harry Miller Corp., Dept. MF, 4th 
and Bristol Sts., Philadelphia 40, Pa. 


Activol No. 1357 is an_ edorless, 
non-flammable, green liquid that dis- 
solves instantly in all acids to make 
a clear solution with exceptional deter- 
gent ability in batch, continuous or 
spray pickling. Baths containing the 
material insure instant acid-to-metal 
contact, last as much as 50% longer 
and afford improved drainage and 
better rinsing. Fume formation and 
odors arising from pickling solutions 
are said to be reduced when the prod- 
uct is used, a feature that is pleasing 
to operators, and its high detergency 
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No matter what your aluminum finishing 
problem or need, you'll find the answer at. 
because it is the one company 
combining a complete engineering service 


with a complete line of equipment and supplies! 


— Want the best 

possible recommendation of a Rectifier . . 
Generator . . . or Control Equipment for your 
particular operations? Page 2 tells how to get it. 


“= — Whatever your need—from a single 
=. component to a complete, integrated system— 
H-VW-M supplies it. . . Page 3. 


—H-VW-M engineers and technicians are 
anodizing equipment specialists, with years of 
experience. Page 3 tells why these H-VW-M 
services mean greater efficiency and savings 
in your plant. 


pes 


M FIP —Page 4 
shows how H-VW-M research has resulted in ‘ 
new compounds, improved buffs and cleaners 
to make aluminum finishing easier, better. 


HANSON-VAN WINKLE-MUNNING COMPANY 
MATAWAN, NEW JERSEY 


Menvtocturers of @ complite line of electroplating and polishing precesses, equipment and supplies 
Plants: Matawan, New Jersey * Grand Rapids, Michigan 
Sales Offices: Andetson'(ind.) * Baltimore * Beloit (Wisc.) * Boston * Bridgeport * Chicago 
Cleveland * Dayton * Detroit * Grand Rapids * Los Angeles * Lovisville * Matawan 
Milwaukee * New York %Philadelphic ° Pittsburgh ¢ Plainfield (N. J.) * Rochester * St. Louis 
San Francisco * Springfield (Mass.) * Utica * Wallingford (Conn.) 
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These 


Anodizing and Finishing 


to New Savings, New Efficiency, New 


ELECTRICAL EQUIPMENT 


H-VW-M is the only manufacturer of both Germanium and Selenium 
Rectifiers and low voltage, direct current Motor Generator Sets for 


the metal finishing industry. This thorough experience in every phase 
of low voltage power generation and rectification means that when you 
bring your power problems to H-VW-M you're sure to get the perfect 


equipment recommendation. 


H-VW-M Motor Generators designed especially for 
metal finishing operations are built in sizes up to 50,000 
amperes, and accessory equipment includes a full line 
of controls and control panels to cover any desired 
control function. Easy-to-maintain H-VW-M Motor 
Generators have exceptionally rugged and practical 
construction features insuring maximum performance 
and life. Standard voltage ratings range from 6 to 50 
volts, and include the 18 and 24 volt units usually re- 


Self-Contained Remote Controlled 
Rectifier with Rectifier with 


Tap Switch Control Tap Switch Contro! 


Automatic Anodizing 
Control Panel 


15,000 Ampere, 6-Volt 
Generator Unit 


quired for sulphuric acid anodizing, plus the 40 and 50 
volt units used in chromic acid anodizing. Write today 
for 24-page Bulletin G-103, covering in detail all 
H-VW-M Generators. 


Highest quality and efficiency, flexibility, economy and 
low maintenance are the characteristics combined in 
H-VW-M’s full line of both Germanium and Selenium 
Rectifiers. 6 to 48 volt units—both remote and self- 
contained—provide the exacting low-voltage, high-cur- 
rent rectification required in aluminum anodizing. The 
widest possible choice of controls and control combina- 
tions is available. Such devices as manual or motor 
operated tap switch controls, continuously variable auto- 
transformers and saturable core reactors are used with 
or without supplemental controls to provide automatic 
voltage stabilization, automatic current stabilization as 
well as automatic programming. 

Write for Bulletin ER-108, which gives further infor- 
mation about Rectifiers and Controls, plus useful con- 
trol application suggestions. 


Motor Operated Tap 


Continuously Variable Switch Control 


Auto-Transformer 
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Supplies, Equipment and Services Add Up 


Simplicity of Operation in Your Plant 


PROCESSING EQUIPMENT 


Whatever your anodizing procedure, there’s an H-VW-M Full Auto- 
matic Conveyor that can be adapted to any production application 
requiring automatic cycling of individual treatments—or an H-VW-M 
Tank with accessory equipment that is perfectly adapted to still tank 


methods of any kind. 


Full Automatic Conveyors 


H-VW-M was the pioneer in the development of full 
automatic conveyors for use in electroplating and other 
electrolytic processes. Over the years H-VW-M’s close 
association with production problems in plating rooms 
across the nation has resulted in scores of innovations 
and improvements which have contributed substantially 
to the steady advance of metal finishing techniques. 
Full automatic conveyors as used in anodizing opera- 
tions have been an important concern at H-VW-M for 
years. One special development of particular interest in 
aluminum anodizing is H-VW-M’s unique selective 
by-pass mechanism. With this device a whole rainbow 
of colors can be anodized in one continuous operation, 
and in any sequence. Length of treatment time can be 
varied for each individual conveyor arm, consistent 
with the overall cycle. These features bring a new kind 
of versatility to anodizing operations. Different products 


Tanks and Equipment 


At H-VW-M —the plating and anodizing industry’s 
workshop—you'll find tank equipment for every phase 
of your work. For chromic acid anodizing, H-VW-M 
double electric welded unlined steel tanks are offered, 
along with steel coil equipment for cooling and heating. 
The entire system is H-VW-M designed, supplied and 
installed. For sulphuric acid anodizing, lead-lined steel 
tanks, plus the necessary cooling coils and air agitation 


H-VW:-M’s Engineering and 
Anodizing problems of an} kind? H-VW-M is pre- 
pared to set up your entire anodizing system from 
beginning to end—a system made up of components 
scientifically engineered to work together with ut- 
most efficiency. Because of this, and because of 
H-VW-M’s continuing research and development 
in every aspect of the anodizing picture, you can be 
confident that the recommendation you receive from 
H-VW-M is the very best. 
What’s more, if requested, H-VW-M sees to it 


Workinan ‘‘dials”’ 


dictates. 


With H-VW-M automatic anodizing 
system, 1 man in furniture company 
does work of 12. 


requiring different anodizing 
cycles may be processed at 
the same time, using the same 
equipment. In terms of effi- 
ciency, labor savings and 


designed, installed. 
tionary. 


It is just one among many types of conveyors and 
equipment offered to aluminum finishers. Return-type 
conveyors ... elevator conveyors ... high-lift conveyors 

. Straight-line conveyors ... and others, all are de- 
signed, manufactured and installed by H-VW-M. Write 
for Bulletin FA-105, which fully describes all types. 


assembly, are supplied. Tanks are fabricated from hot 
rolled steel, stainless steel, and aluminum. Other types 
of tanks are also available. Bulletin No. T-108 gives 
full particulars about this important H-VW-M equip- 
ment. Every conceivable type of auxiliary equipment 
is engineered and supplied, according to customers 
specifications, including a complete packaged refrigera- 
tion system for anodizing solutions. 


Installation Service 

that the equipment you buy is H-VW-M installed. 
This means perfect, efficient operation from the 
start. 

Add to this the fact that an H-VW-M technical 
representative—ready to serve you—is no further 
than your telephone. These representatives serve in 
principal cities across the nation. Get to know the 
one nearest you. He can help you get the most from 
your aluminum finishing equipment and supplies. 


TURN THE PAGE FOR ALUMINUM AND CLEANING 


sé 


desired cycle in 
refrigerator plant. Parts will by-pass 
or lower into baths as dial setting 


Featured in anodizing system for 
increased production, this massive building panels are special 


unusual device is truly revolu- 30-ft. tanks. Entire system H-VW-M 
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ALUMINUM BUFFING AND CLEANING SUPPLIES 


Since aluminum came into its own after World War II, considerable 
H-VW-M research and development work has been devoted to the perfec- 


tion of buffs and compounds suiting the unique physical characteristics of 
this popular light metal. When long-wearing H-VW-M Buffs are used in 


conjunction with H-VW-M compounds especially formulated for aluminum 


Buffs 
Me Nowhere will you find a 
A44 wider selection of the buffs 
you need for preanodizing 
operations than at H-VW-M. 
Whether you're looking for a super-heavy-duty buff like 
new steel-centered Ruff-L-Buffs (which are available 
untreated, or Binderized® for extra long wear) medium 
duty buffs like Triplex Buffs, or a buff for medium-to- 
light service such as the Full Disc Buff, you need look 
no further than H-VW-M. The full H-VW-M line also 


Compounds 


For heavy duty cutting, 
H-VW-M Liquid Tripoli Com- 
pounds 303 and 420 were de- 
veloped, and are now widely 
used in the cooking utensil in- 
dustry. For the appliance, storm 
window, construction materials and automotive fields, 
H-VW-M’s new Liquimatic Liquid Compound No. 728 
has proved especially successful, giving excellent cut, 
while leaving the surface with deep, high color. 
H-VW-M Bar Compounds also find broad use in 
aluminum finishing. A variety of tripoli bar compounds 


Cleaners 


H-VW-M devotes constant research to the subject of 
cleaners in its search for ever better products in the 
aluminum finishing field. 

Matawan Cleaners are designed specifically to give 
superior results in soak cleaning, power spray opera- 
tions, oxide removal, and for special aluminum cleaning 
and etching operations. Of particular interest is 
H-VW-M’s 85S Cleaner, which prevents scale forma- 
tion, thus keeping coil and tank walls scale free. This 
unusual aluminum cleaner leaves an extremely bright 
surface, and, because of its built-in regenerator, makes 
maximum effective use of caustic in the bath. 
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Your H-VW-M_ combination — 
of the most modern testing 
and development laboratory 
— of over 80 years experience 
in every phase of plating and 
polishing—of a complete 
equipment, process and sup 
ply line for every need 


SALES OFFICES: Anderson (Ind.) °¢ 


Grand Rapids Los Angeles 


Rochester St. Lovis San Francisco 


Hand buffing using H-VW-M buffs, compounds. 


HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, N. J. 
Plants: Matawan, N. J. * Grand Rapids, Mich. 

Baltimore 
Boston * Bridgeport * Chicago * Cleveland * Dayton * Detroit 
Louisville ° 
Milwaukee * New York * Philadelphia © Pittsburgh * Plainfield 
Springfield (Mass.) 
Utica * Wallingford (Conn.) 


finishing, you have the perfectly balanced combination for economy, effi- 
N ciency and quality performance. 


includes new Tufta-Flex Buffs (cloth tufts) and Sisal- 
Flex Buffs (with sisal-centered tufts), plus specialty 
buffs of every variety. 

Among this array you'll find the exact buffs for your 
aluminum finishing needs. Every one is characterized 
by first quality, uniform new material of close weave 
and good weight .. . tight sewing with heavy thread... 
and proper balance. Write for 12 page Bulletin B-103, 
which describes H-VW-M’s entire buff line. 


SU 


Automatic buffing by means of H-VW-M 
Liquimatic System, 
are offered in varying consistencies to meet all cutting 
requirements. For cut and color, special white com- 
pounds are available. And for high color, several new 
H-VW-M aluminum oxide compounds—No.’s 6B 168, 
6B 72 and 8390—give unusually good results. Write for 
Bulletin CO-103. 


In line with its desire to supply the exact cleaner for 
the job, H-VW-M offers its extensive laboratory facili- 
ties where circumstances demand a special cleaner. 

When you think of aluminum finishing equip- 
ment and supplies—think of H-VW-M_ first. 
Buying from one dependable source... 
H-VW-M ...means one company assumes full 
responsibility—your guarantee that you're get- 
ting the best . . . in products ... in perform- 
ance, in extra service. 
ee ee 


Beloit (Wisc.) 
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value insures a clean surface for sub- 
sequent treatment after pickling. The 
inhibiting properties prevent pitting or 
over-pickling and it eliminates hydro- 
gen embrittlement of metal. In addi- 
tion, it saves acid, particularly where 
expensive hydrofluoric acid is used, 
and it will not wear out or evaporate. 


Utility Barrel Plater 


Lasalco, Inc., Dept. MF, 2818 La- 
Salle St., St. Louis 10, Mo. 


A new, clear plastic utility barrel 
plater is designed for faster, more 
economical plating of small lots. Des- 
ignated as Model 9X15, it can be 
hung on the cathode rod in any plat- 
ing tank and plugged into nearest 
electric outlet. 


The hexagon-shaped, high tempera- 
ture Plexiglas 9” x 15” cylinder re- 
sists all normal plating solutions and 
temperatures up to 180°F. Tree-up on 
cylinder is entirely eliminated, it is 
claimed. Internal breaker strips pro- 
vide interchange of work for more 
uniform plating. Cylinder has remov- 
able door with plastic-coated, spring- 
type latches. 

Positive, smooth running Plexiglas 
3-gear drive eliminates plate-up on 
drive mechanism. Barrel rotates as it 
is lifted from the solution reducing 
dragout loss. Double flexible connec- 
tion gives positive contact. A_ speci- 
ally-designed, heavy duty geared-type 
motor is standard. 


Corrosion Test Cabinet 


The G. S. Equipment Co., Dept. MF, 
5317 St. Clair Ave., Cleveland 3, O. 


Setting new high standards of uni- 


KEEP CONTAINER CLOSED 
100 LB. NET 


BETTER FINISHES & COATINGS, INC. 


268 Doremus Ave., Newark 5,N.J. © 2014 East 15th St., Los Angeles 21, Calif. 


Our best “door-opener” and “contract-closer” is the product it- 
self. On its merits it has built us a “blue chip” customer list. 


Why not see for yourself how good BFC Chromic Acid really is 
by sending us an order to cover your next spot need? 


form accuracy and versatility is the 
latest “approved” Singleton “H-T Sin- 
colite” (transparent) Test Cabinet. 
Recent refinements in the cabinet de- 
sign earned “official approval” as 
meeting A.S.T.M. and U. S. Govern- 
ment Specifications for such equip- 
ment, according to the above manu- 
facturer. The redesigned, transparent 
water jackets which house the 2 elec- 
tric heaters, front and back, are ex- 
tended to full width of cabinet. Added 
area covered by the new water jackets 
maintain temperatures throughout cab- 
inet to a fine degree of uniformity 
heretofore unattainable. Test specifica- 
tions allow tolerance of -3°, + 2°F. 
The cabinet holds to + 1°F.. the 
closest tolerance yet achieved in this 
type of equipment. Danger of “hot 
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bottom” is eliminated which would 
ordinarily cause vaporizing of con- 
taminated condensate on the cabinet 
floor. 

Extra insulating effect prevents ex- 
cessive fogging or condensate on trans- 
parent walls, permitting clear visabil- 
ity into entire cabinet. Progress of 
tests can be observed. front and back, 
through these water-jacket “picture 
windows” without opening lid. inter- 
rupting the process or handling speci- 
mens. This offers a special advantage 
in short tests of black oxide finishes 
and other less-protective coatings. 

According to the manufacturer. 
these and other accuracy-factors are 
enabling users to claim “all test re- 
sults within 10°¢ of absolute duplica- 
tion.” For operating convenience, all 
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ENGINEERED STANDARD EQUIPMENT 
FOR YOUR 
COMPLETE VENTILATION REQUIREMENTS 


Rigidon Solid Plastic Hood and Duct Section Ready to Install 


EXHAUST HOODS - DUCTS + STACKS + COVERS 
Fabricated of solid plastic or lined steel. 


Standard designs available. 


‘ EXHAUST FANS .... 
Solid Plastic Fans or Lined or Coated Blow- 


ers Handle the Toughest Corrosive Atmos- 


pheres. 


Rubber Covered Blower 


FUME WASHERS... . 
New Improved Design. Standard Model Sizes, available in 


Steel, Lined Steel or Plastic Fabrication for Any Service. 


AIR SAVER SYSTEMS... . 
Pre-Engineered, Push-Pull Exhaust — Minimizes makeup air 


requirements. Fabricated of steel or solid plastic construction. 


| COMPLETE ENGINEERING SERVICE AVAILABLE TO ASSURE 
PROPER ECONOMIC DESIGN TO ALL COMPONENTS OF 
| YOUR VENTILATING SYSTEM REQUIREMENTS. 


CHEMICAL PROOF 
LININGS - TANKS 
HEATERS 


cornPORATION 


12901 Eimwood Avenue © Cleveland 11, Ohio : 
PLASTICS 
A Consider Solid Plastics for: Complete Ventilating Systems 
= Structural Parts @ Tank Covers @ Splash Shields 
108 METAL 


controls are now located at the left 
end. 

The cabinet is transparent. non-por- 
ous. inert to test solutions—preventing 
secondary galvanic acceleration — of 
corrosion. Fusion-welded construction 
provides permanent. no-leak seams. 
Complete absence of deterioration and 
maintenance extends service life for 
years. No corrosion-susceptible mate- 
rials. used in its construction, are ex- 
posed to test solutions or vapors. All 
gauges and metal parts are on ithe 
outside, 


Small Parts Washer 


Magnus Chemical Co., Inc... Equip- 
ment Div., Dept. MF, Garwood. N. J. 


The “Roll-O-Matic Laundry” auto- 
matically washes, rinses, rust-protects 
and dries small metal parts such as 
acorn nuts, screw machine parts, fit- 
tings, etc. It not only removes oils and 
other industrial soils. but troublesome 
loose chips as well thus eliminating 
hand scrubbing and air blow-off, ac- 
cording to the above manufacturer. 

The dirty parts to be treated are 
loaded in a revolving drum, attached 
tu an air cylinder. The drum is low- 
ered into the unit’s tank and the parts 
are rotated in the wash solution for a 
pre-determined period, followed by a 
spray rinse then a rotating anti-rust 
treatment and finally a hot air dry. 
Washing and anti-rusting solutions 
are salvaged for reuse. 

Afier completion of the final liquid 
or dry stage the drum is automatically 
raised. The unloading chute. which is 
attached to the drum, then lowers. 
The operator opens the door on the 
drum and parts are dumped on the 
chute and slide to a tote box or pan. 

The machine can be fabricated to 
accomplish as many chemical or li- 
quid stages as required. It is a com- 
pact unit requiring a minimum of 
floor space, and does not require a 
special pit or foundation. 
FINISHING, 1956 
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Cloth and Sisal Buffs 


Hanson-Van Winkle-Munning Co.. 
Dept. MF, Matawan, N. J. 


Fast. thorough cutting and coloring 
of intricate contoured metal surfaces 
is provided by a new line of cloth and 
sisal buffs. According to the above 
manufacturer, the buffs will cut and 
color metal in a single operation, due 
to their design and materials of con- 
struction. 

Both types of buffs utilize double- 
folded tufts to provide maximum cut- 
ting surfaces and retain compound at 
leading edges and on the buff circum- 
ference. Tufts are staggered in a 
double row around the buff to prevent 
streaking. This also makes the buff 
self-ventilating, insuring cool opera- 
tion. 

All cloth and sisal used in these 
buffs is cut on the bias. to insure 
greater strength and long life. This 
also eliminates the problem of loose 
ends which can scratch. cut or gouge 
the surface of the metal. 

A steel center, composed of two 
steel discs, provides strong suppori 
for each buff. Steel clamps around the 
circumference of discs hold the buff 
in place. Added strength is assured by 
heavy-duty stitching around the buff’s 
inner circumference. The steel discs 
are multiple spot welded together. Six 
ventilating holes assure free circula- 
tion of air from the center of the buff 
to its periphery. 


Sisal-Flex buffs are made of top- 
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4 No. 11-MF Self-Operating 
} Temperature Regulator 


Simplest Way to Control Temperatures 
Accurately in Plating, 
Cleaning and Rinse Tanks 


Lowers Costs — Betters Quality Control — Repays Its Cost 3 to 6 Times a 
Year. You eliminate “the human element” in temperature control with 
Powers Automatic Regulators. Simple, compact and dependable, they 
stop OVER-heating. Thus, automatically, you save on burnt plated 
parts, rejected anodizing, decomposition of costly additives, and loss of 
volatile ingredients from some cleaning solutions. You save, too, by 
preventing ‘‘boil-overs.’’ No waste of steam and water by evaporation. 
Why Powers No. 11-MF Regulator Gives Better Control and Lasts Longer. 
Better TEMPERATURE control results from powerful bellows and 
minimum valve stem friction. Valve Stem Lubricator aids easy move- 
ment of valve stem without binding. 
Double ply metal used in Powers 
bellows outlasts single ply type. 
Greater durability of plastic covered 
bulb and tubing also helps prolong 
the life of the regulator. 


Easy to Install — No Insulators Re- 
quired. Installation of the Powers 
No. 11-MF goes quickly with no 
troublesome insulation problems. 
The unit is completely self-insulated. 
Large Dial Thermometer Gives Visual 
Check. Instant visual temperature 
check of solutions under control is obtained from the large dial ther- 
mometer, makes it easy to adjust regulator for different temperatures. 


Powers Nationwide Service and 24 Hour Delivery in the U.S.A. 
are important time and money saving advantages. Order a 
| Powers No. 11-MF Regulator now. Call your supply firm or 
write us direct for Bulletin 330 and prices. 


c50) 
THE POWERS REGULATOR COMPANY 
SKOKIE, ILLINOIS | Offices in chief cities in U.S.A., Canada and Mexico 


Over 60 years of Automatic Temperature and Humidity Control 
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These famous long- 
wearing buffs run 
cool under all buffing 
conditions. High count 
bias-cut cloth is as- 
sembled on ventilated 
steel centers. Each sec- 


anced and faced—re- ing, 
quires no raking. 


Other Formax products include the well-known C-20 Flexible 
Contact Wheels and F-26 Abrasive Belt Grease Stick. 


Descriptive Catalogs Sent on Request 


“THE FOUR McALEERS-§ 


FORMAX 


the Ferfect Combination. 
FROM START 
TO FINISH 


BUFFING 
COMPOUNDS 


Formax produces a complete 
line of buffing compounds in 
bar, tube and liquid form. 

tion is perfectly bal- Our extensive manufactur- 
laboratory and 
facilities are at your disposal. 


ZIPPO 
SISAL 
BUFFS 


You have a pleasant 
surprise coming if you 
haven't tried the new 
Zippo bias-type sisal 
buff. It was specifi- 
cally developed for 
steel buffing—to blend 
polishing grit lines— 
to cut down stainless 
steel—and bring up a 
bright lustre, 


testing 


grade sisal cloth covered with bias cut 
cotton cloth. Four rows of stitching 
on each tuft, plus the double-fold con- 
struction. keep the cloth from fraying 
and increase buff life. The sturdy con- 
struction and material used in these 
buffs make them particularly suitable 
for hard and heavy cutting of steel 
and stainless. 

Tufta-Flex buffs are made of 86-93 
bias cut cotton, with each tuft stitched 
twice to assure greater flexibility of 
the buff. It produces a smooth metal 
finish and can be used on any medium 
to heavy metal-finishing job. These 
buffs can be used for fast cutting-color- 
ing jobs that do not require a buff 
as rugged as the Sisal-Flex. 

Both buffs are available in diameters 
ranging from 12” to 18”. 
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Cabinet Type Cleaning Machine 


Ransohoff, Inc., Dept. MF, 1001 
Ford Blvd., Hamilton, O. 


Developed for cleaning small parts, 
this new automatic machine is widely 
adaptable for washing, rinsing, and 
drying in all metalworking fields. 

The machine occupies only 10 
square feet, and can process up to 40 
baskets of parts per hour. Savings in 
labor are possible since one man can 
operate a single machine in conjunc- 
tion with another job or a group of 
machines as one job replacing a crew 
of men. 

The completely automatic ‘“Ranso- 
matic” Small Parts washer cleans two 
baskets or other loads of parts in one 
load. Maximum overall size of each 
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basket is 2114” long. 1484” wide and 
14” high. The baskets are loaded into 
the cabinet and the door is closed. This 
starts an automatic, adjustable time 
cleaning cycle in the following se- 
quence: hot recirculated cleaning solu- 
tion spray for 30 seconds: hot water 
rinse spray for 60 seconds and a drain- 
dry for 90 seconds. The machine is 
designed so that wash, rinse and drain- 
dry periods are widely variable to suit 
the work. In the rinse operation. the 
parts accumulate enough latent heat 
to air-dry themselves after the excess 
water drains off. A hot air drier can 
be added to the 
quired. 


machine when _ re- 


At the completion of the cleaning 
cycle, the door opens automatically 
and the baskets or racks of parts are 
unloaded by the operator. The door 
remains closed while the automatic 
washing and rinsing cycle is in pro- 
gress, assuring thorough cleaning 
and providing operator safety. 

The design of the machine is such 
that an extremely efficient spray action 
is obtained. “Walking” sprays cover 
the parts from all angles and do a. 
most effective cleaning job on the 
“difficult” parts. Chips and foreign 
materials are removed from the recir- 
culated washing solution and_ rinse 
water by means of a strongly built 
chip basket. 

Stainless or mild steel construction, 
as required, is rugged thereby assur- 
ing trouble-free and economical oper- 
ation. The solution tank forms the 
base for the cleaning cabinet and con- 
tains plate coils for efficient, economi- 
cal heating of the wash solution and 
easy removal for tank cleaning. An 
instantaneous steam coil type heater is 
provided to heat the rinse water. Auto- 
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matic controls maintain temperatures 
of the solution and rinse water. Heat- 
ing of wash solution and rinse water 
can be done by gas. oil or electricity 
as required. 


Industrial Gloves 


Hood Rubber Co. Div., B. F. Good- 
rich, Dept. MF, Watertown, Mass. 


A new industrial glove made of an 
exclusive non-absorbing butyl rubber 
compound has been designed to pro- 
tect the hands from the most destruc- 
tive acids. 

The glove is a one-fingered model 
with seam and crotch reinforced. It is 
light green in color and has a rough, 
stippled finish. 

It is claimed to resist the most de- 
structive agents such as_ sulphuric. 
pitric and phosphoric acids, oxygen, 
ozone, oils and salts. 


Alkaline Rust and Paint Remover 


Turco Products, Inc., Dept. MF, 
6135 South Central Ave., Los Angeles 
i, 


A new alkaline material is claimed 
to be suitable for the removal of rust. 
paint and primer in one easy dip and 
rinse operation. Called Alkaline Rust 
Remover, the powdered compound is 
said to eliminate four of the six steps 
required for rust and paint removal 
by conventional methods. 

The product removes light rust in 
less than a minute. Heavy rust and 
multiple paint layers usually require 
only a few minutes immersion. Even 
such stubborn paint deposits as red 
oxide primer, baked lacquer, acid- 
proof paint and asphalt finishes 
quickly yield to the rust remover. 


The material contains no cyanide 
compounds. It neither requires comp- 
licated electrolytic equipment nor 
emits corrosive fumes. Hazards com- 
monly encountered when charging 


Model 20 New Holland 


KREIDER 
Centrifugal Dryer 


DRIES...45 


Now you can spin-dry small parts 
in continuous fresh air in as little 
as 15 seconds .. . cut drying time 
just about one-half. 


Double-action drying gives yousmooth 
moisture-free surfaces . . . reduces your 1 h.p. motor—220, 
finishing problems by eliminating the 440, 550 volts—2- or 
scarring and marring frequently respon- 3-Phase—spins 75 Ib. 

loads at 825 r.p.m... . 
sible for costly ‘‘rejects. 


Quiet V-belt drive . . . 
Speed production . . . cut costs way 30-blade suction 
down with New Holland’s easy-to-run turbine draws air trol: Mounted on right, 


through spinner . . . left side or wall. 
Model 20 Kreider Centrifugal Dryer. Arc-welded steel-plate 160° supplementary 


Choose from 3 models engineered to construction . . . heat: 2350-watt 
meet your requirements: — Standard Heavy-gauge woven Chromalox, or steam. 
Model; Standard Model with Supple- 
mentary Electric Heat; Standard Model 


— SPECIFICATIONS: — 


steel mesh basket .. . 
Weight: 490 Ibs. . . . 
Floor space: Just 
under 5 sq. ft... . 
Meets N.F.C. Specs. 
Optional: J.1.C. Con- 


Send for illustrated 4-page folder. 
Address Dept. M-66 


with Supplementary Steam Heat. 


New Holland Machine Company 
New Holland, Pa. 


Se New Holland Machine Company 


acid tanks are eliminated. It will not 
affect dimensional tolerances or cause 
hydrogen embrittlement. And, it re- 
quires no after neutralization, just a 
pressure rinse. 


Steel part shown above has been partially de-rusted with Turco Alkaline Rust Remover. Note 
that rust has been completely stripped off portion to the left, while right side of part is totally 
encrusted with heavy rust. 
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Metals de-rusted with acids will 
normally re-rust in a matter of hours 
unless they are further processed or 
coated with a rust preventive. Metals 
de-rusted with the alkaline rust re- 
mover, however, are no more subject 
to rusting than is new metal. 


Abrasive Cloth Wheels 


Minnesota Mining and Mig., Co., 
Dept. MF, 900 Fauquier St., St. Paul, 
6, Minn. 


A new line of small “PG” wheels, 
designed for polishing metal with 
portable hand tools, have the same 
basic design as the company’s large 
polishing and grinding wheels intro- 
duced last fall, composed of die-cut 
pieces of coated abrasive cloth. bonded 


ill 


‘This Man i. 
1- > 
is 
it 
le 
at 
$s 
in 
e- 
ly 
re 
Or 
ic 
‘O- 
ng 
ch 
on 
er 
a, 
he 
Bn 
ir- 
se 
ind 
An 
is 
ito- 
56 | 


Roto-Finish maintains exact tolerances on precision parts with 
no significant dimensional changes. It makes possible a wide 
range of finishes applicable to parts of almost any size or shape; 
finishes a variety of materials — at big savings in manpower 
and costs. Without obligation, send sample unfinished parts 
to us. Include finished part for guide and your specifications. 
Roto-Finish will finish parts in its laboratory. You get a com- 
plete process report. You are guaranteed results and a finish 


that counts! 


WRITE FOR FACT-PACKED ROTO-FINISH CATALOG NOW 


3706 Mitham Road, Kalamazoo, Michigan 


Originators of the Roto-Finish Process 


COMPANY 


P.O. Box 988 
Phone 3-5578 


with resin and locked into a_ hub. 

Small wheels are especially suited 
for polishing soft metals such as lead 
and solder because the coated abrasive 
become filled. The mineral 
grains and the backing wear away 
together, always-new 


cannot 


presenting an 


surface to the work. This action as- 
sures a constant polishing pattern, 
since mineral grains never become 
dull; and the rate of cut is constant 
through the life of the wheel. 

The new coated abrasive wheels are 
designed for use on portable grinders, 
flexible shaft equipment or small 
bench-type grinders. They are avail- 
able in 6” to 10” diameters., with 1”, 
114”, 2” and 3” face widths, and in 
an 11” diameter in 2”, 214” and 3” 
face widths. The wheels are currently 
being made with aluminum oxide or 
silicon carbide mineral on a_ cloth 
backing. in grits ranging from 50 
through 320. 

The wheels are being sold nationally 
through industrial distributors and 
3M branch warehouses. 
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Chromium Plating Unit 


Dawson Corp., Dept. MF, 302 Fifth 
Ave., No. Pelham, N. Y. 


A new, large capacity chromium 
plating unit is especially designed to 
plate large size metal forming and 
plastic molding dies as well as engrav- 
ing plates, heavy shafts, etc. 

Known as the Chromplater Model 
300 this unit has a plating tank 15” 
x 20” x 30” deep. It is equipped with 
two 3,000 watt electric immersion 
heaters and a heavy gauge steel water 
jacket which provide accurate con- 
trol of the plating bath through an ad- 
justable thermostatic temperature con- 
trol. A special feature is the plastisol 
covered steel work platform with bus 
bar supports and acme thread height 
adjustment for maximum plating ef- 
ficiency. 

The fully equipped rectifier. which 
provides a 300 amp. D.C. output to 
the plating bath, operates on a stand- 
ard 200 V 3-phase 60 cycle AC service 
connection. 

Both units are finished in blue ham- 
mertone on rugged sheet steel, the 
plating unit being 38” x 28” x 33” 
high and the rectifier 22” x 40” over- 
all. 


Thickness and Adhesion Tester 


Brush Electronics Co., Dept. MF, 
3405 Perkins Ave., Cleveland 14, O. 


A new portable electronic instru- 
ment can be used to check stock, parts 
in process or finished products for 
many characterteristics other than 
chemical composition, such as_hard- 
heat treatment, metallurgical 
structure, uniformity, plating thick- 
ness and plating adhesion. The Metal 
Monitor is sensitive to differences be- 
tween two pieces of steel as little as 
1 point of carbon. 


ness, 


Operation of the device is based on 
a principle of the thermocouple effect: 
the junction of two dissimilar metals 
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produces an electromotive force. In 
operation, an electrode (with a self- 
heating element) is placed in contact 
with the metal to be tested. The voltage 


generated by this contact is amplified 
and transmitted to a meter on the de- 
vice. The reading is then compared to 
readings obtained from samples whose 
compositions and metallurgical char- 
acteristics are known. 

The device is easy to operate and 
requires no special or technical edu- 
cation on the part of the operator. It 
is portable (21 pounds) and can_ be 
moved to the job. 

Since the instrument is non-destruc- 
tive, it can be used on finished parts 
and assemblies and only a very small 


area of contact is required on the ° 


piece being tested. As many as 3,000 
pieces per hour can be checked. 


Feonomy Hand Pump 


Bowser, Inc., Dept. MF, 1300 East 
Creighton Ave., Fort Wayne, Ind. 


A new piston-type, positive-displace- 
ment, self-priming hand pump now in 
production delivers 20 g.p.m. 

Features claimed include stainless 
steel replaceable liner, stainless steel 
shaft, aluminum body and piston, cor- 
rosion-resistant valves and molded 
plastic bearing, and built-in strainer. 
Fast disassembly permits easy cleaning 
or reversing of flow direction accord- 
ing to the above manufacturer. 

Available as pump only, barrel 
pump, pedestal pump or with hose and 
nozzle delivery, the all-corrosion-resist- 
ant moving parts are said to make the 
pump suitable for handling many in- 
dustrial solvents. 


Four-Head Conveyor-Type 
Belt Grinder 
Engelberg Huller Co., Dept. MF, 
831 W. Fayette St., Syracuse 4, N. Y. 


This new contact-wheel abrasive belt 
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Plating racks, appliances, and most metal 
surfaces that need protection are Safer 
under one of Stanley's complete line of 
plastisols. High resistance to chemicals, 
corrosion, and hard use plus a tough, at- 
tractive surface that looks like baked 
enamel but lasts longer are two reasons 
why Stanley Plastisols over Stanley Primers 
are turning up on more metal products 
every day. Write for more information and 
ask about Stanley Stop-Off Coatings for 


TANLEY 


METAL SURFACES LAST LONGER 
with a COATING OF STANLEY CUSTOM PLASTISOL 


platers. Address Stanley Chemical Com- 
pany, 81 Berlin St., East Berlin, Conn. 
Midwest representatives: Howell Industrial 
Plastics, Grand Rapids, Michigan. 


Ask for FREE Bulletins 
on Stanley plating rack 
coatings. 


machine, permitting four simultane- 
ous grinding operations, was designed 
for high-volume flat surfacing of fer- 
rous and non-ferrous metals, glass. 
plastics, ceramics and other materials. 
Model 680-4 is claimed to produce 
extremely fine micro-inch finishes to 
exacting tolerances, and make possible 
a single-cycle operation from rough 
casting to polished part. 

Typical multiple grinding sequence, 
using a series of progressively finer 
belts is: rough grind, two semi-finishes, 
and finish grind. One pass under the 
four heads can remove an approxi- 
mate maximum of 0.020-inches of 
steel stock, and up to 0.060-inches for 
other materials and applications. 

The machine is applicable to both 
wet- and dry-belt grinding. Approxi- 
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mate capacity of cooling unit, equipped 
with 14 H.P. coolant pump, is 100 
gallons. 

The machine is particularly adapt- 
able to automatic production lines. 
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Patented 1 gpm 
continuous regenerative’ 
system for electroless - 
nickel plating available i 
on license through 
Keystone Chromium Corp. 


Now you can Kanigen* electroless- 
nickel plate in your own plant 


Kanigen® Nickel-Phosphorus coating is a unique process 
for depositing a uniform, hard, corrosion resistant electro- 


Send for 12-page 


of equa! thickness) 
Kanigen® Bulletin 


for complete technical @ Intermediate or Bonding Coat (on metals and plastics ....excellent 


details. solder base) 


KEYSTONE (ow 


CHEMICAL AND ELECTROPLATED COATINGS 


less-nickel coating on iron, aluminum or copper and its 
alloys by chemical (non-electrolytic) means. 


| Some UNIQUE PROPERTIES 


@ Accuracy even on complex shapes (uniform coating up to .007’ 
eliminates post grinding) 

@ Hardness can be varied from 50 to 70 Rockwell C (here's extra 
surface hardness for aluminum or brass) 


@ Porosity is practically zero (superior to electro-deposited nickel 


Buffalo 13, 


Parts can be conveyorized for pres- 
entation to the conveyor belt, auto- 
matically ejected, and carried to next 
operation. Size of machine conveyor 
belt is 646” by 216”. Quick manual 
adjustment of conveyor belt speed is 
obtainable for settings of from 2 to 
25’ per minute. 

Abrasive belt size is 6” x 80”, and 
abrasive belt speed of individual heads 
is constant at 5.500 sfpm. Belt tension 
is adjustable by a simple twist of con- 
trol wheels; and for extra operator 
safety, the machine will not run un- 
less belts are tensioned. 

The unit has a maximum piece ca- 
pacity of 5” high, 6” wide, any length. 
This machine is 125” long,°51” wide, 
and 90” high, and weighs 5,500 
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pounds. Heads are powered with 
either 5 or 714 H.P. drives, and the 
machine can be modified for five- and 
six-head applications. Magnetic chucks 
are optional. 


Belt Polisher 
Curtis Machine Corp., Dept. MF, 


Jamestown, N. Y. 


Model DBA-IF Flex-A-Belt is a ma- 
chine on which it is possible to per- 
form any of the basic abrasive belt 
applications found in a grinding, pol- 
ishing or deburring department, ac- 
cording to the above manufacturer. 

The extension arm assembly can be 
rotated a full 360° on the motor hub 
for the most convenient operating posi- 
tion for the various applications. The 
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illustration shows a slack belt polish- 
ing or deburring application. Only on 
this machine, it is claimed, can the 
following operations also be _ per- 
formed: formed contact wheel grind- 
ing operation on a contoured piece; 
flat grinding application on a platen; 
direct contact wheel grinding opera- 
tion with a work rest; grinding or 
polishing operation on a hard-to-get-at 
area with interference-free contact roll. 


Designed for the industrial user, 
this multi-purpose unit has rugged 
construction, totally enclosed motor, 
sealed ball bearings, automatic spring 
loaded belt tensioning and_ positive 
belt tracking. 


The device is a double end motor 
unit and is available in three varieties: 
with two arms: with one arm and one 
standard contact wheel grinding arm; 
with one arm and one side of the 
motor open for grinding wheel, buff 
or brush application. Additional in- 
formation is available in circular A 
1357. 


Drum Sanders 


American Diamond Saw Sales, Dept. 
MF, 120 N. W. Ninth Ave., Portland 
9, Ore. 


All sizes Cone-Loc drum sanders are 
now available cushioned with Neo- 
prene, according to announcement 
from the manufacturer. 


Neoprene is highly resistant to oils, 
grease, kerosene and other petroleum 
products frequently used in connec- 
tion with buffing, grinding or polish- 
ing operations. Consequently, the 
drum sanders can now be run in these 
liquids without swelling or softening 
effect on the rubber cushioning. 
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Low Pressure Boiler 


Orr & Sembower, Inc., Dept. MF, 
Reading. Pa. 


The new Power-Pak is designed to 
provide steam or hot water heating or 
hot water service with power demands 
of 10, 15, 20 and 25 HP. It is claimed 
to be the only unit of its type and 
capacity that meets A.S.M.E. standards 
of five boiler horsepower per square 
foot of heating surface throughout its 
full range. 

The boiler is fully fire-tested before 
it is shipped. and can be equipped 
with either oil or gas firing equip- 
ment. It assures smokeless and eflici- 
ent combustion, is automatically re- 
sponsive to load changes, is quiet. 
clean and fast steaming. 

It is the only unit of its type and 
capacity that meets standards of five 
square feet of heating surface (ASME) 
per boiler horsepower throughout its 
full range. 

The boiler is delivered complete and 
ready for connection to power, water. 
and fuel supplies. The burner is com- 
pletely mounted on the boiler. The 
ignition transformer is mounted on 
the air plenum. On oil-fired models. 
a single motor drives both the forced 
draft blower and the fuel pump. Safety 
valve, pressure control and gauges are 
easily accessible on top and at the side 
of the boiler: the motor starter is lo- 
cated at the right of the motor itself. 
Located below the easily removable, 
gasketed inspection and cleaning door 
at the front of the boiler is a peep 
sight through which the combustion 
process may be observed. 

At the back of the boiler above the 
stack connection outlet, provision is 
made for tank or tankless heating 
coils, which may be added for hot 


radios, etc. 


system now in use. 


add unrivalled prestige 
to your product with 


Electroplated 
GOLD FINISH 


Cost of electroplating gold is fully in line with your 
other production costs — yet brilliant tarnish-proof 
gold adds permanent richness and intrinsic value 
you can achieve no other way. 

With no more than mild damp-cloth cleansing, 
gold finish retains its beauty indefinitely. Besides 
decoration of elements of household appliances, 
electroplated gold is recommended as a complete 
over-all finish for toasters, percolators, clocks, small 


THE LARGEST ENTERPRISE OF ITS KIND IN THE WORLD 


Technic Inc. equips you with controlled apparatus 
and electroplating solutions to maintain exacting 
standards and close tolerances. We design and 
install your equipment for electroplating gold with- 
out waste — and our engineers stand by until per- 
formance is assured. Consult us without obligation, 
whether in respect to a new installation or an existing 


TECHN 


39 Snow St., Providence, R. |. JAckson 1-4200 


Chicago Office — 700! North Clark Street 


water service to baths. washrooms and 
other outlets. Return connection is on 
the side of the boiler at the water line 
and a blowdown or drain connection 
is built in at the bottom of the boiler. 

The 10 HP oil-fired unit is 61” 
long, 34” wide and 66” high, and 
weighs 1,750 lbs. The 25 HP boiler is 
86” x 36” x 74” and weighs 2.800 lbs. 

Gas-fired 10 HP unit measures 67” 
x 34” x 66” and weighs 1,750 lbs. The 
25 HP unit is 92” x 36” x 74” and 
weighs 2,800 lbs. 


Impregnated Abrasive Buff 
The Carborundum Co., Dept. MF. 
Niagara Falls, N. Y. 


A new sectional impregnated abra- 
sive buff has been developed for the 
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buffing of all ferrous and nonferrous 
metals. 

Selected from several designs after 
exhaustive tests, this new pleated type 
sectional abrasive buff will be of sig- 
nificant interest to all regular users of 
traditional non-impregnated buffs. 
Heretofore, the greatest cost element 
has been for abrasive cake and com- 
pound in stick or liquid form, applied 
to the buff — ranging from 12 to 24 
times the cost of the non-impregnated 
buff itself. The new impregnated buff 
is claimed to be a successful attack 
on this cost. 

Engineered of specially-treated 
ased cloth, impregnated with selected 
abrasive grains bonded throughout its 
entire construction, the new sectional 
impregnated abrasive buffs are com- 


115 


| 
| | 
} 
} 
| 
| A Att: pesic™ ENGINEERS 
r 
\NDUSTRIAT GOLD has unique and 
: diverse properties physical, thermal, 
chemical, electrical, optical, corrosion 
e 
resistant not found compbinatlo® in 
any other form. One of these properties 
e — or 4 Combination may do 4 pitherto 
job for you, oF Sconomically 2 
ii replace steps your present operation: = 
A 
3 
s 
h- 


GERMANIUM 
OR SELENIUM 


TYPES 


DOES IT ALSO 
GIVE YOU: 


© Stepless Voltage Variation 
Single-knob fingertip control 
© Small, remote operator's panel 
© Stotic saturable reactor 
@ Advanced magnetic amplifier design 
© Fast response and wide control range 


THER REacTRON Does: 


AND AT LOWER OVERALL COST 


Reduced Installation Cost: 


THER REACTRON integrates 
control and rectifier in same 
cubicle — requires no heavy cable 
between rectifier cubicle and 
operator’s panel—features compact 
“portable radio size’’ operator’s 
panel that’s readily mounted 
almost anywhere without requiring 
floor space. 


Reduced Maintenance Cost: 


THER REACTRON eliminates 
tap switches, vacuum tubes, motor 
driven brushes, arcing contacts, 
gears and other moving parts. 


Write for technical study of 
REACTRON Us. TAP SWITCH or 
MOTOR DRIVEN VARIABLE AUTO- 
TRANSFORMER installations. 


ys THER ELECTRIC & MACHINE WORKS 


ESTABLISHED 1915 
19 SOUTH JEFFERSON ST. ° 


It's THER . . . Whatever your D-C Requirement 


CHICAGO 6, ILLINOIS 


petitive to sisal buffs, in the finer grit 
sizes, for normal “cut-down” opera- 
tions to prepare surfaces for color 
buffing or plating — or both. In the 
coarser grit sizes they are competitive 
*o set-up wheels, coated abrasive belts. 


Tampico brushes and other polishing 
and buffing devices. 

These buffs can be altered by the 
use of conventional spacers to adjust 
cutting action and to provide greater 
coverage. Some potential applications 
may require widths up to 50”. Normal 
side supports and flanges can be used. 


Drum Sander 


American Diamond Saw Sales, Dept. 
MF, 120 N. W. Ninth Avenue, Port- 
land 9, Ore. 


A 12” diameter by 1” wide Cone- 
Loc drum sander has been added to 
the line of rubber cushioned abrasive 
drums according to announcement 
from the above manufacturer. 


The sander is a rubber cushioned 
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split drum that permits the use of or- 
dinary strips of abrasives in place of 
more costly endless belts or clipped 
end strips. Once the abrasive strips 
are in place the sander halves lock 
into a_ perfectly balanced abrasive 
wheel by means of a simple locking 
cone. 

The new large diameter sander will 
permit users of narrow width abrasives 
to take advantage of the large diameter 
abrasive wheels. 


Heavy Duty Floor Resurfacer 


Flexrock Company, Dept. MF, 3665 
Cuthbert St., Philadelphia 1, Pa. 

This new heavy duty floor surfacer 
has been developed to resist the attack 
of acids, alkalis, water, oil. and 
grease. Rockflux is a practical finish 
for application over new, wet concrete, 
or for patching or resurfacing old 
floors at 14” or more. 

The material is claimed to have 
three times the compressive strength 
and four times the serviceability of 
concrete. The above manufacturer 
says it makes a perfect bond to old 
concrete—making 1%” patching or re- 
surfacing practical and permanent. 

The material is easy to apply and 
comes ready mixed in balanced pro- 
portions under laboratory control. 
Only water is added and it sets in 24 
hours, eliminating costly maintenance 
problems. 

This material is shipped in 100 
pound water proof bags. 


Bench Oven 


Grieve-Hendry Co., Inc., Dept. MF, 
1401-17 W. Carroll Ave., Chicago 7, 


The need for a bench oven with large 
work space has been met through the 
introduction of Model 333, with work- 
ing space of 36” x 36” x 36”, and 
temperature range of 100° to 350°F. 

Outstanding features include uni- 
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form temperature throughout by 
means of fan driven forced air circu- 
ation. An adjustable damper gives 
k wide range of constant temperature. 
| Construction is of heavy gauge 
n steel with a minimum of 2” of Fiber- 
” glas insulation and Inconel sheathed 
mT tubular heating elements. Partlow non- 
indicating temperature controller is 
ra provided (indicating temperature con- 
| troller available). Shelf supports are 
on 3 inch centers. Shelves are remov- 
able and —_ be inserted to fit each The buff you select is all important—it will mean longer 
.. particular job, or removed for use of buff life and greater production from a buff wheel. 
entire space if desired. Specify and buy the proven Schaffner Metal Center Air 

Outsid hi di coe 10” Cooled bias (type) Buff, and don’t be satisfied with imita- 
er utside cabinet dimensions are ¢ tions. You'll find Schaffner buffs last longer, consume less 
ck x 40” x 4314” high. Available 220 compound and reduce rejections. 

id volt. 1 phase, 60 evele or 220/3/60. Write us. We'll run a test for you in your own plant and 

or 440 3/60. Timer, pilot light which 
fe. shows when heating elements are on. 
ld automatic door switch that turns off 

blower and heaters when door is MANUFACTURING COMPANY, INC 
ve opened, are available, SCHAFFNER CENTER + ROSEWOOD 1.99072 EMSWORTH PITTSSUBGH 2 PA 
h * TRIPOLI COMPOUNDS * CHROME COLORING ROUGE * GREEN ROUGE * JEWELERS’ ROUGE 
t Corrugated Board Tote Box * CROCUS COMPOUND * STAINLESS STEEL COMPOUNDS * ALUMINUM BUFFING COMPOUNDS 
of * ALL-PURPOSE BUFFING COMPOUNDS * WHITE COLORING COMPOUNDS * NICKEL BUFFING 

* , (lime) EMERY CAKE PLASTIC BUFFING COMPOUNDS * TALLOW GREASE STICK 

er Convoy, Inc., Dept. MF, 3424 Na- at _ * PUMICE GREASE STOCK * POLISHING WHEEL CEMENT * STEEL POLISHING COMPOUNDS 
= Bob = 
ld varre Road S. W. Canton, O. COMPOUNDS MADE IN BAR, SPRAY OR PASTE 
A new series of stacking-nesting 
tote boxes has just been introduced. ‘ 

; y ; Vapor Degreaser ing sump—24 gallons storage. Suitable 
nd Bail handles of 7 gauge steel rod flip , a for either trichlorethylene or perchlor 
ro- in for stacking, out and down for Aircon Division, Armstrong & Ps 

> 999 > ethylene solvents. 
ol. nesting, reduce storage space by 75°. White, Dept. MF, 225 Freeport Road, FE = 
9) construction is of heavy gauge steel, 
24 The box itself is formed of “Chem. Cheswick, Pa. ee 
a Board, the above manufacturer's A new model vapor degreaser has 
7" —— for their specialized process of heen added to the Aircon line of vapor 
rigidizing heavy duty corrugated board degreasers. Known as the Model 75. 
to remarkable strength. it is suitable for both large and small 
Tote box illustrated is 19” wide, — plants where an economical permanent 
: 25” long. 13” deep. weighs but 9!  jnstallation is desired for continual 
IF, pounds and sells for under $3.00 in operation or as needed. This unit fills 
‘> quantities. the gap between smaller, portable va- 

Features of low-cost. light-weight, por degreasers and the larger. higher 
rge strength, rigidity and moisture-resist- capacity degreasers. 
the ance make the idea adaptable to a A working area of 24” wide x 40” 
rk- wide range of merchandise delivery. long x 24” high, combined with a fast 
ind manufacturing operations and mate- cleaning cycle permits a load capacity 
rials handling. Approximately 20 sizes in excess of 750 lbs. of steel per hour. 
vai are produced. Solvent requirement—16 gallons, boil- 
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your answer for economical performance 
@ TAILOR MADE FOR yor 
56 


¢ 


how to 
stop 

spotting 
out 


on 
brass 


plate 


If 
spotting out 
on thin copper or 
brass plate 
is your problem, 
KENVERT No. 32 
Chrome Sealer 
is designed specifically 


as a solution. 


A KENVERT 
No. 32 sample and detailed 
fact sheet (P-32) 
is yours 
for the asking 
when requested on 
your company 
letterhead. 


Write today to: 


CONVERSION 
CHEMICAL 
CORPORATION 


98 E. MAIN STREET, ROCKVILLE, CONN. 
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double seam welded, with a rust inhib- 
itive interior coating. Operates on 220 
v. AC only. Vapor line is maintained 
at 24” above the level of the solvent. 
Overall dimensions are 44” high x 
40” long x 28” 
able with or without spray equipment. 
Crated Shipping Weight — 290 lbs. 
The degreaser lists at $525.00 F.O.B. 
(less spray equipment). 


wide, Units are avail- 


Nickel and Brass Coated 
Steel Wire 


National-Standard Co., Dept. MF, 
Niles, Mich. 


(as shown) or brass, 


Pre-plated with nickel 
National-Standard wire is drawn to size. It 
withstands severe twisting. 


Commercial availability of Fernick- 
lon nickel-plated steel wire with up to 
10 per cent nickel coat has been an- 
nounced recently. Significant savings 
of scarce nickel are promised by the 
jacketed material. Brass-coated wire is 
available in sizes from 0,072-inch to 
0.310-inch. It is recommended only 
for decorative effects in the furniture 
and accessories field. 
information on this steel 
wire may be obtained by writing di- 
rectly to the manufacturer at the above 
address. 


Further 


Mono-Column Demineralizer 


Penfield Mfg. Co., Inc., Dept. MF, 
19 High School Ave., Meriden, Conn. 


The new MA-500 unit, which oper- 
ates on the extremely efficient mixed 
bed principle, produces up to 500 gph 
of super high purity water (effluent 
readings as high as 15 and 20 million 
ohms). Cost is only a few cents per 
1.000 gals. 

All operating functions, including 
the regeneration cycle, are fully auto- 
matic. When the effluent’s conductivity 
falls below the desired pre-set stand- 
ard, the unit automatically stops and 
the need for a regeneration cycle is 
signalled by a red light. Turning one 
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ULTRASONIC 
CLEANING 

BY THE 
SQUARE FOOT 


Recent improvements in ultra- 
sonic power-generating equip- 
ment, and the perfection of 
hermetically-sealed transducers 
operating at 40 kc/sec, have now 
made it economically feasible to 
apply ultrasonic cleaning to 
areas measured by the square 
foot. Up to now, cost and tech- 
| nical problems have largely con- 
fined the benefits of this fast and 
efficient technique to relatively 
small units. 


The large, uniform radiating sur- 
face of the transducers makes 
them particularly suitable for the 
| removal of buffing compounds, 
radioactive contamination, sol- 
dering flux, plaster, carbon smut, 
etc. The transducers can also be 
used for other processes such as 
quenching, plating, pickling, de- 
scaling and dyeing. The cleaning 
action penetrates deeply into 
blind holes and other areas diffi- 
cult or impossible to clean by 
conventional methods. 

The Branson LF-15 Transducers 
have a radiating surface 258 "x6", 
with thick barium-titanate driv- 
ing elements that transmit the 
energy through the top of the 
stainless-steel housing directiy 
into the cleaning solvent. The 
modular design of the trans- 
ducers facilitates a wide choice 
of flush and focused arrange- 
ments of transducers. 

Generator-Transducers combina- 
tions are available with radiating 
areas from 4 to 10 square feet: 


SONOGEN® TRANSDUCER 
MODEL CLEANING AREA 
AP-25 Sq. Ft. 

APT-100 1 
APT-400 4 
P-1000 10 


Cost of complete equipment, per 
square inch of radiating surface, 
ranges from $23 down to $14. 
We will be happy to send you 
complete information on request. 


BRANSON ULTRASONIC CO. 


Division of Branson Instruments Inc. 


21 BROWN HOUSE ROAD 
STAMFORD, CONN. 
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The ABBOTT BALL Company 
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abbot and 
the Million 
Shiny Buckles 


The abbot studied the small watch- | 
band buckles. Each was stamped from | 
stainless steel with nicely defined, 
square corners, evenly spaced decora- 
tive ridges and precisely placed pin- 
ion holes. 

The little man’s visitor wore a wor- | 
ried frown. “How,” he asked, “can we | 
put a good, shiny finish on a million | 
of ’em, quickly and economically?” 

In less than a week, the abbot | 
mailed his meticulously typed reply. 
“Your watchband needs burnishing,” 
he wrote, “Try bar- 
rel burnishing with 
Abbott 3/16” Diag- 
onals. You'll find they 
are shaped to do the 
job right. Besides, 
the Abbott Method 
is fast, economical 
and_ thorough.” 

Abbott Burnishing 
Materials make effi- 
cient and uniform contact on metal 
parts and castings of every size and 
shape. Made from selected carbon 
steels, they are Deep Hardened with 
a glass-hard, mirror-like finish. Com- 
bined with the Abbott Vertical Barrel, 
they make the perfect barrel finishing 
combination. 


Let the abbot show you how 
The Abbott Method can help 
you. Just drop a line to... 


1052 New Britain Avenue 
Hartford 10, Conn. 
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switch then actuates the regeneration 
cycle which completes itself entirely 
automatically, including rinsing and 
recutting-in the effluent when desired 
resistivity is reached. 

One regenerant tank only is sup- 
plied: this is for the caustic solution. 
Acid draw-up is directly from con- 
tainer. Thus, an unusually safe method 
for handling acid is provided and 
danger of burns, spillage, ete. is elim- 
inated. Proper dilution of the acid is 
accomplished by a special eductor. 

The single column of the unit is 
constructed of a seamless steel tube. 


100 per cent plastic-lined, with the 
famous Portsite feature. The unique 
construction of this material enables 
the operator to view the resin action 
within the column whenever desired. 

The internal collector system is 
completely non-corrosive and has am- 
ple room for regenerant draw-off. The 
collector is located at the port and 
can be removed for inspection with- 
out removing the resins. All screens 
are lifetime Saran plastic. 

Regenerant piping is 100 per cent 
non-corrosive eductors, non-corrosive 
valves where 
plastic draw-up lines for both acid and 
caustic regenerants. Process piping is 
150 lb. bronze pipe for all raw water 
lines, stainless steel or plastic on ail 
effluent lines. 


including 


necessary. 


The new demineralizer is exception- 
ally compact, requiring only 2’ x 3’ 
of floor space, and is shipped as a 
completely “packaged” unit — ready 
for immediate operation. Installation 
is only a matter of attaching influent 
to raw water source and effluent to 
points where pure water is needed. 
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AND 


® 
| 
ALUMINUM SEALER 


Y produces a chromate film on 

aluminum that provides excellent 
corrosion protection and serves as 
an ideal paint base 


is an excellent substitute for 
anodizing in many applications 
where hardness is not a prime 
factor — gives better corrosion 
protection than anodizing. 
¥ is easily applied at room tempera- 
ture by spraying or 
| brushing — treatment time. ex- 
tremely short. 


A can be furnished in clear, yellow 
and dyed color finishes 


¥ gives maximum salt spray resis- 
tance. 


¥ adheres well, does not leach easily 
offers extreme economy of use 


meets government specifications 
MILC-5541 


See for yourself the superior results ob- 
tained with new Luster-On Aluminum 
| Sealer. 


Send sample for free laboratory treatment. 


THE Ceemical 


CORPORATION 


| 
| 
| 58 Waltham Avenue, Springfield, Mass. 
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Automatic Washing Machine 


Stoelting Bros. Co., Dept. MF, Kiel, 
Wis. 


* No residual matter or water marks 
are left on metal by this patented auto- 
matic washing machine, which runs 
virtually unattended, according to the 
above manufacturer. This purity of 
surface is obtained by a series of 
cleaning stages, which includes _rins- 
ing with de-ionized water. In_ prior 
washes an alkaline base detergent or 
acid is used to remove any accumula- 
tion of grease, dirt, grit or dust; and 


this is followed by tap water rinses 
and drying cycles. The washer is so 
designed that all wash water solutions 
end rinse water can be re-used. 

The machine provides a continuous 
straight-line, automatic work flow 
through the cleaning process. It pre- 
pares products for finishing operations 
or immediate packaging as they come 
off the conveyor belt. Each washer is 
designed to meet the space require- 
ments of the individual purchaser. 
Cleaning operations, too, can be modi- 
fied or changed to meet specific clean- 
ing problems. The washer can be a 


‘| Each to Operate with: 
of @ 5 tons of 15% Sulphuric Acid 


30 at 160° F. 


@ 10-ton load of anodes and 
electrodes on top rim! 


BONATE 
TANKS 


Expensive linings Unnecessary! 


BONATE TANKS for the electrolytic recovery and refining 
of precious and other metals are meeting with great success 
in the refining and plating industries. Scores of tanks with 
actual acid-solution field experience at elevated tempera- 


tures prove-in BONATE as ideal! . . 
dependable, trouble-free! Corrosive-resistant 


eliminates need for expensive linings . . 


tenance. As a non-conductor, it results in a higher purity 


end product. Inquiries invited. 


. tough, light-weight, 
BONATE 
. cuts costly main- 


Glass Reinforced 
POLYESTER, 
EPOXY, PHENOLIC 


LAMINATES 
Carl N. Beetle 


PLASTICS CORP. 


Subsidiary of Crompton 
and Knowles Loom Works 


MOLDERS & FABRICATORS 
processing, plating, storage & truck 
tanks; ducts, pipe, stacks, parts, etc. 


147 Globe Street 
Fall River, Mass. 
Tel: 7-9464 
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single conveyor unit or a multiple belt 
operation, as shown. These latter units 
are designed to carry a variety of 
products of assorted sizes and shapes. 
Each belt has adjustable speeds. Dif- 
ferent blow-off points for air drying 
can also be set and readily adjusted 
to the user’s needs. Final drying is by 
steam, electricity, gas or any combin- 
ation of these. Another customized 
feature includes the size of required 
loading and unloading area. 

The machine is said, by the manu- 
facturer, to have a great potential for 
the cleaning of stainless steel and 
aluminum utensils, and for electronic 
and automotive components. It should 
also have application in any other in- 
dustry requiring a spotless or bright 
finish on a part or product. 


Orlon Filter Felt 


Filtration Fabrics Div., Filtration 
Engineers, Inc., Dept. MF, 155 Oraton 
St., Newark 4, N. J. 


By packing the interstices of a spe- 
cial Orlon woven fabric with short 
fibers of Orlon, the above manufac- 
turer has developed a new felt with 
many interesting applications in wet 
and dry filtration. This new Feon 
filter felt combines high chemical and 
temperature resistance with very high 
bursting strengths, plus the fine filter- 
ing characteristics of a felt, at a cost 
approximately that of a wool felt. 
Principal applications will be in filter 
presses and dust collectors. 

The material withstands tempera- 
tures up to 300 deg. F. It has excellent 
resistance to strong mineral acids and 
oxidizing chemicals, and is unharmed 
by most common solvents, oils, greases, 
and acid salts. It has fair resistance 
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to weak alkalies. It is excellent for 
hot corrosive fumes. 

The felts contain no bonding resin, 
hence may be used with confidence for 
any chemical or temperature problem 
where Orlon itself is recommended. 

The new material’s felt-like structure 
retains film solids, yet has relatively 
high porosity permitting high filtering 
rates at normal pressures. In tests it 
has performed better than wool, it is 
claimed. The material is relatively easy 
to clean. It does not shrink, and keeps 
its shape well. Filter elements have 
edges and holes cut by an exclusive 
heat-sealing process which prevents 
unraveling. The material can be sealed 
in presses without excessive rim 
pressure, reducing the danger of “rim- 
cutting.” 

The filter felt is available as yard 
goods, or tailored to fit any type of 
filtration or dust collection equipment. 


Distilled Water Purity Contreller 
Barnstead Still & 


Sterilizer Co., 


Dept. MF, 2 Lanesville Terrace, For- 
est Hills, Boston 31, Mass. 


The Puromatic Controller has been 
designed to control the purity of dis- 
tilled water automatically. Operating 
on the conductivity principle. the con- 
troller constantly measures the purity 
of distilled water coming from a still 
before it enters the storage tank. 

The operator simply sets the stand- 
ard of purity required on the control 
device and only water of that purity 
or higher is permitted to enter the 
storage tank. Any water below the 
pre-set purity required is automatically 
diverted to waste. The distilled water 
already accumulating in the storage 
tank is thus protected from contamin- 
ation. This continues until the condi- 
tion which causes the impurities is 
corrected. The distilled water is then 
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automatically rerouted to the storage 
tank. 

It can also be used with the firm’s 
complete line of water demineralizing 
equipment for protection when the 
ion-exchange resins become exhausted. 

Setting is adjustable on 0-15 ppm 
scale. The complete controller includes 
purity meter, continuous flow cell 
chamber, thermometer, threaded glass 
conductivity cell, signal light, auto- 
matic diverter valve and fittings for 
effluent line. 

The device is available on all of the 
firm’s equipment or may be installed 
on existing equipment in the field. 


Solenoid Valve 


Airmatic Valve, Inc., Dept. MFP, 
7317 Associate Ave., Cleveland 9, O. 


The “In-Line” construction of the 
Airmatic 2-way direct solenoid con- 
trolled valve makes it easy to inspect 
and service. All control parts can be 
removed in one small assembly, with- 
out disturbing the piping, by lossen- 
ing just one hexagonal nut. Primarily 
for alternating current applications 
(both pressure and vacuum) this “nor- 
mally closed” valve is available in 
standard pipe sizes from 14” through 
2”. Having only two moving parts, it 
assures a positive, high-speed action 
with short plunger travel. Non-corro- 
sive throughout, it can be controlled 
by a relay or a micro-switch, allowing 
the designer the choice of a complete 
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electrical system. It can be mounted 
in any position and operated continu- 
ously without harm to the valve or 
the solenoid. 


Neoprene Coated Work Gloves 


The Pioneer Rubber Co., Dept. MF, 
296 Tiffin Road, Willard, O. 


A completely new work glove line, 
flexible enough to meet virtually any 
industrial hand protection need, is 
now in production. Called Pacemakers, 
the new line incorporates 15 design 
innovations, each improvement! a re- 


YOURS 
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REPRESEN 


FREE COPY TODAY — Supply limited. 


The handiest electroplater’s vest pocket 
cleaning manual you could own. Write for your 


MAGNUSON 


PRODUCTS CORPORATION 


50 COURT ST., BROOKLYN 1, N.Y. 
In Canada: Canadian PERMAG Products, Ltd., Montreal 
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sult of intensive tests by company en- 
gineers over a full-year period. 


Each glove in the line is made of 
neoprene coated flannel in three differ- 
light. industrial and 
heavy duty. In addition, there is a 
choice of knit wrist and 12-, 14).-. 
and 18-inch gauntlet styles. Of special 
interest is the heavy duty “Hot “N 
Cold” glove. which features two 8- 
ounce shells, face-to-face napping for 
extra insulation. double-napped inner 
lining. bar-tacked fingertips and non- 
ravel lockstitch binding on gauntlet. 
Light and industrial weight gloves are 
available in black. heavy duty in ma- 
hogany red with non-slip finish on 
palms and fingers. 


ent weights: 


Further information may ob- 
tained by writing to the manufacturer. 


Vapor Degreaser 


Phillips Mfg. Co., Dept. MF, 3539 
West Touhy Ave., Chicago 45, IIl. 


A new type vapor degreaser oper- 
ates on the rotomatic principle, which 
permits a pre-determined and accur- 
ately controlled degreasing time-cycle. 
However. instead of simply a vapor de- 
greasing operation, a cool dip rinse 
has been incorporated to wash off 
chips and other insolubles. 

The dip cycle operates in two ways. 
The liquid solvent rinse gets back into 
blind holes and recesses in the work 
degreased. In addition, the 
work is cooled so that in each com- 
plete cycle of baskets or tumblers 
(either available) there are two sepa- 
rate condensing vapor stages. The re- 


being 


sult is a very complete degreasing 
cycle which may be repeated, if need- 


contour. 


help cut your polishing costs. 


1660 Summerfield Street 


BUFFS FOR INSIDE POLISHING 


GOBLET BUFFS, TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 
RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 

We manufacture a COMPLETE LINE OF BUFFS including full disc loose 
and sewed buffs and polishing wheels. Our metal center BIAS TYPE BUFF may 

Your request on your letterhead will bring our complete catalog by return mail. 


BARKER BROTHERS INC. 


ESTABLISHED 1911 


Canadian Distributor — LEA PRODUCTS COMPANY, Montreal 


Brooklyn 27, N. Y. 
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ed, to remove more stubborn soil than 
is usually encountered, 

Straight work baskets are used 
where work is relatively free from re- 
cesses or the tendency toward nesting. 
If these conditions do exist, the unit 
is available with tumblers which pro- 
vide thorough cleaning action. Time 
cycles are completely adjustable so 
that close control of cleaning can be 
kept. both from the standpoint of pro- 
duction requirements and economy of 
solvent. A flusher spray attachment is 
available if desired. 

The units range in size from 1,800 
to 4,000 pounds per hour and are 
available in electrically heated, steam 
heated, and gas heated models. 


Backstand Idler 


Curtis Machine Corp., Dept. MP, 
Jamestown, 


The BS Series, a completely new 
backstand idler is available for 4”, 6” 
or 8” wide belts and can be easily 
set up as the belt idler for any grind- 
ing or polishing lathe. 

The revolutionary simplified design 
features a foot pedal for belt tension 
release, which leaves both hands free 
for changing the belt. Positive belt 
control is assured with adjustable 
spring loaded belt tension and accur- 
ate tracking control. Sealed ball bear- 
ings in the 10” diameter pulley will 
give long trouble free service with 
speeds of up to 10,000 sfpm. 

Easy to install, it can be mounted 
on either the floor, pedestal or wall 
without the use of adapters for opera- 
tions on either the right or left side of 
a polishing lathe. The unit has suffici- 
ent adjustment to compensate for belt 
length, when different diameter contact 
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so that belt speeds 
7.500 sfpm are possible 
with a single speed 1.800 rpm lathe. 

Remote tracking control and pneu- 
matic tensioning are available on the 
idler at slight additional cost. 


wheels are used. 


of 5.600 to 


Rough Finish Coated Gloves for 
Use in Oil, Grease, Solvents 


Surety Rubber Co.. Dept. MF, Car- 
rollton, O. 


A new rough-finish coated fabric 
glove has been designed to provide a 
positive grip and withstand oils, acids 
and solvents. 

The coating combines a vinyl base 
and “Sureseal” rough finish, afford- 
ing highest resistance to all chemicals 
as well as resistance to cutting, snag- 
ging and abrasion. Fingers are curved 
for hand comfort and the wing thumb 
construction eliminates side seams and 
overcomes tearing out at the thumb. 

Sold under the trade name, Grip- 
tite coated work gloves, they are 
available with coated palm and knit 
wrist or fully coated with knit wrist, 
twelve-inch gauntlet or safety cuff. 
Women’s sizes with coated palm are 
furnished with knit wrist only. 


Self-Closing Safety Drum Faucet 


Protectoseal Co., Dept. “MF., 1920 
So. Western Ave.. Chicago 8, Ill. 


Designed specifically for the safe 
control of flammable liquids, this new- 
ly improved safety drum. faucet can 
be used with any type container that 
has a °4 in. bung opening. A swivel 
head permits the faucet to be screwed 
into the bung opening and when a 
firm, tight, threaded connection is 
secured, the pouring spout is easily 
swivelled to the correct position for 
use and tightened with a _ knurled 
locking nut. When tightened, the lock- 
ing nut compresses a new type Teflon- 
asbestos packing composition to pre- 
vent leakage at the swivel connection 
and secures longer life, leak-proof dis- 
pensing. The self-positioning design 
also eliminates the possibility of dam- 
age to threads by forcing the faucet 
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to the correct position for dispensing. 
and eliminates the cause of leakage 
at this point. 

A spring-mounted handle permits 
dispensing only when attendant is 
present. Flow liquid stops completely 
when handle pressure is removed. 
There is no possibility of attendant 
leaving the liquid running to permit 
overflow to gather on floors where it 
may be easily ignited. Hand pressure 
also compresses a_ spring actuated 
bushing against a packing compound 
in the plunger rod to prevent leakage 
at this point. 

A cylindrical perforated brass flame 
arrester. which also serves as a strain- 
er. is located within the faucet at the 
dispensing opening where it may be 
removed easily for cleaning or replace- 
ment without unscrewing the faucet. 
The flame arrester prevents exterior 
fire from entering and igniting the 


contents of the container. Body of 
the faucet is non-sparking brass and 
the large lever type push handle is a 


cadmium plated steel stamping. A pad- 
lock opening permits the handle to 
be locked in closed position. Neo- 
prene or Thiokol gaskets are normally 
supplied, but other gasket materials 
are available upon request. 


Protective Skin Cream 
Inc., Dept. MF, 


Soluol Laboratories. 


Natick, R. 1. 


PROTEOTIVE 
SKIN CREAM 


Solucone, a new heavy-duty, pro- 
lective skin cream, developed specific- 
contains sili- 
in an 
effective vanishing base. When applied, 
it is said to maintain a silicone pro- 
tective barrier that prevents skin con- 
tact with external irritants normally 
encountered — in 


ally for industrial use, 
cone as the protective agent, 


industry. In cases 
where skin disorders had already oc- 
curred, the product has prevented the 
spread and speeded recovery. It is 
equally effective for wet or dry work 
and retains its protective powers even 
when skin is immersed liquids for 
long periods. It will protect the skin 
from occupational irritations caused 
by most acids and chemicals. When 
chemical applications are accompan- 
ied by steam. the cream will wear off 
more readily, but will afford complete 
protection if applied more frequently. 
By forming a protective layer over 


AMCO 


from Laboratory Units to Giants 
_ for the Automotive Industry 


1956 


Call our Engineering Department for the latest in: 


ULTRASONIC CLEANING MACHINERY 


Send for Free Catalog. 
Complete line of washers, tanks, ovens, and allied 
process equipment. 


AMCO EQUIPMENT CORP. Div. of Randall Mfg. Co., Inc. 


807 Edgewater Rd., New York 59, N. Y. * 


LABORATORY 
DEGREASER 


GIANT FORD 
DEGREASER 
Courtesy Ford 


Motor Car Co., 
Detroit 


DAyton 3-3900 
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the skin, it prevents the skin from dry- 
ing. but never leaves it slippery. The 
protective layer also prevents perspira- 
tion from coming in contact with the 
work and it keeps the hands fresh and 
clean. Even dyestuffs and lacquers 
wash off easily, leave no skin discolor- 
ation. The cream does not smear and 
will not affect the materials handled. 
It is packaged in sanitary tubes, indi- 
vidually boxed for easy handling and 
storing. 


Tote Box Roller-Toter 


Rolock Inc., Dept. MF, 1350 Kings 
Hy., Fairfield, Conn. 


The manufacturer has announced 
production of a new and improved 
universal version of their tote box 
roller-toter, designated Model GR. 
While the basic design of “George,” 
which is patented, remains unchanged, 
detailed improvements in the new uni- 
versal model permit its use with all 
the standard types and sizes of tote 
boxes. Refinements in the design of 


@ ONE-MAN OPERATED 


Parts batches are introduced through upper chute 
... automatically discharged from lower chute— 
clean as whistle and flash-dried. High-pressure fan- 


shaped spray nozzles and gentle helical spiral tumb- 


ling assure quick, low-cost cleaning. 


Small Parts 


in Bulk—Faster and at Less Cost! 
New A-F Small Parts Batch Washer 
@ HIGH PRODUCTION IN SMALL SPACE 


the chassis and placement of rollers 
make the new model even easier to 
use. With this handling equipment, 
girls can easily load and roll away 
heavily loaded tote boxes. 


Submersible Corrosion-Resistant 
Pumps 


Eco Engineering Co., Dept. MF, 12 
New York Ave., Newark 1, N. J. 


A new mounting for submersible 
pump operation has been developed by 
the above manufacturer for its stand- 
ard line of Type 20 alloy centrifugal 
pumps. Featured in the design is an 
all-Teflon adjustable thrust and guide 
bearing which eliminates the need for 
external lubrication. The fluid pumped 
acts as the lubricant, since the Teflon 
bearing is in rotation contact with a 
Teflon sleeve on the pump shaft. Thus 
the user is not confronted with the 
possibility of lubricant contamination 
or bearing failure due to improper or 
lack of lubrication. 

Weighing less than 100 pounds, 
the entire unit is portable and can be 
readily moved by lift truck for dis- 
charging tanks at different locations. 
One pump can handle dissimilar 
chemicals since it is not limited by 
choice of bearing materials or lubri- 
cants. The combination of Type 20 
stainless steel construction with the 
chemically inert Teflon bearing per- 
mits usage in severe corrosive service. 
Because of the basic submersible de- 
sign, no problems are encountered 
with stuffing box leakage, mechanical 
seal failure or priming difficulties, as 
is the case with conventional pumps. 


Write for details and prices—today! 


A-F ENGINEERED Cleaning and Finishing Machines 


Plant-Wide Conveying Systems 
Pre-Engineered Conveyors—Rollers, Wheel, Belt, Trolley 


THE ALVEY-FERGUSON CO., 503 Disney St., CINCINNATI 9, OHIO and Azusa, California | 
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The vertically split, tapered bear- 
ing, identified as the “Colleton” is 
adjustable with a threaded Teflon lock 
nut and is similar in action to a ma- 
chine tool collet. This type of assembly 
permits the removal of the bearing 
components without disturbing — the 
pump shaft, impeller setting or pump 
housing. 

Furnished in heights to 60 inches 
from the base, pumps are furnished 
with statically and dynamically bal- 
anced, closed or semi-open impellers. 
Maximum particle size when handling 
suspensoids or slurries is ;'s inch. Ca- 
pacities to 45 gpm and heads to 50 
feet. 


Conveyorized Work Bench 


Rapids - Standard Co., Dept. MF, 


Grand Rapids, Mich. 


The Flow Bench is essentially a 
conveyorized work bench. This is 
claimed to be the first time standard- 
ized, interchangeable components have 
been offered at a price practical for 
almost every assembly need. The firm’s 
flexible, standard parts can be rear- 
ranged into new lines at a moment's 
notice, quickly and economically. 

The backbone of the device has been 
a combination of an exclusive live 
storage and live roller conveyor with 
pop-out rollers. Each work station 


along the line is serviced by a Flow 
Rack unit designed to hold a prede- 
termined number of parts, and by live 
roller conveyor set up to allow auto- 
matic accumulation of basic units re- 
quiring work. 

Rollers may be easily removed with- 
out use of tools from any point in the 
line for the establishment of work 
stations. If work stations must be 
moved, rollers are reinserted and the 
stations relocated. Another feature is 
the adjustable pressure arrangement 
which permits adjustment to desired 
belt and roller contact so that work 
can be transported or accumulated as 
desired. Safety for employees is a 
third feature. If a worker’s hand gets 
caught between a roller and the belt, 
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the roller immediately pops out of its 
groove and injury is averted. 


Small Water Demineralizer 


Enley Products, Inc., Dept. MF, 
1236 Broadway, Brooklyn 21, N. Y. 


Low cost mineral- 
free water. equiva- 
lent in ionic purity 
and softness to dis- 

water, is now 
available from any 
water outlet with 
the new ‘Perma- 

Demon’ unit. 
Capable pro- 
ducing up to 100 
gallons of mineral- 
fr ee water before 
ion-exchange material is exhausted. 
the unit is claimed to have the lowest 
initial and operating cost of any water 
demineralizer of its size and does not 
require cartridge replacement by the 
manufacturer. It is simply attached to 
any water outlet. Easily maintained, 
the unit permits exhausted ion-ex- 
change material to be replaced by the 
user with fresh obtainable 

everywhere. 


material 


This unit is ruggedly constructed 
of clear, break-resistant, high tempera- 
ture plastic. Supplied complete ready 
for use. Priced at only $19.95. 


Fiberglas Reinforced Pipe 


Valco Corp., Dept. MF, 1710 Roblyn 
Ave., St. Paul 4, Minn. 


This high pressure pipe, reinforced 
with Fiberglas and utilizing epoxy and 
polyester resins, will successfully 
handle most acid and alkali liquids 
and fumes, according to the above 
manufacturer, 


It is available in a complete range 
of sizes from 2” ID to 24” ID and 
larger, has a low fluid friction factor 
because of the smooth resin interior, 
and will not support the growth of 
fungi. It is lightweight (144 lbs. per 
foot for 3” pipe to 61% lbs. per foot 
for 8” pipe) and therefore easy to 
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install. Pipe is installed by means of 
a standard reinforced Fiberglas flange 
or a slip-on type of sleeve which is 
cemented in place. 

Prices range from $2.51 per foot 
for 3” ID pipe to $6.40 per foot for 
8” ID pipe. 


Barrel Handling Truck 


Valley Craft Products, Inc., Dept. 
MF, 770 Jefferson Ave., Lake City, 
Minn. 


A drum and barrel truck, is said 
to make it possible for one operator 
to easily place heavy drums on pallets. 

Designated Ezy-Rol barrel cart, the 
manufacturer that the 


above states 


design of this cart allows the truck’s 
shoes to be placed on edge of the 
pallet so that in one forward motion 
the drum can be elevated to the pallet 


with a minimum of operator effort. 
It is also said that drums can be safely 
lowered from pallets with this cart. 
Another feature claimed for this 
cart is its spring operated chime hook 


which drops over the barrel edge as 
the truck is moved against the barrel 
without the operator touching either 
the hook or the barrel. 


The main frame of this barrel truck 
is constructed from heavy steel tub- 
ing with a 1” diameter axle. It is also 
available in aluminum where light 
weight is a factor such as in delivery 
service. Wheels are equipped with 
ball bearings to provide “easy rolling” 
regardless of temperature or weather 
conditions. Solid rubber tires or pneu- 
matic wheels are optional. 


Parts Washers 


American Machine and Solvents Co., 
Inc., Dept. MF, 9 Center Place, Yon- 
kers, N. Y. 


A new line of “Amasco” parts wash- 
ing machines combines chemical ac- 
tion of the cleaner with mechanical 
action of work agitation to remove 
foreign matter thoroughly and fast. 

It is claimed that air agitation, roll- 
ing boil, impeller stirring, even sound 
waves can not equal the overall effici- 
ency of the shearing action developed 
by the rapid up-and-down motion of 
the submerged work. Be it a basket 
full of small parts or large single 
pieces, outside and inside, including 
cored passages, connecting or blind 
holes are scrubbed by the repeated 
powerful surge of fluid. Each new 
stroke carries away deposits and puts 
fresh cleaning solution to work. 

Built for heavy industrial operation, 
a minimum number of moving parts is 


Uniform results obtained on all classes of 
work in still tanks or mechanical barrels. 
Excellent for zinc die-castings. Your present 
cold or lukewarm nickel solution will, with 
the addition of LUSTREBRIGHT, produce bril- 
liant, lustrous, adherent deposits. Guaranteed 


125 TIVOLI ST. 


LUSTREBRIGHT 


Produces Brilliant, Lustrous Nickel Deposits. 
Eliminates Color Buffing — Re-Cleaning — Re-Racking. 
An Ideal Base for Chremium. Excellent Throwing Power. 
No Special Solutions or Changes in Equipment Required. 
Easy to Control — Low in Cost — Successful — Practical. 


W. C. BRATE COMPANY 
Est. 1860 ALBANY, NEW YORK 


Bright Nickel 


Process 


not to harm plating solution. Will not cause 
plate to peel, become brittle, or produce 
streaky deposits. Illustration shows unbuffed 
deposits produced before and after addition 
of LUSTREBRIGHT. Write for complete in- 
formation. 
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“IMMENSE VALUE” 


“It is obvious from your first lesson that 
your course will be of immense value’’ 
writes plating foreman, John Armitage 
of the Automatic Electric Co. And it will 
be just as obvious to you when you en- 
roll in this unique, easy-to-take, home 
study course in modern electroplating. 
Why not investigate? You can’t lose! 
Write Joseph B. Kushner, Electroplating 
School, 115 Broad St., Stroudsburg 4M, 
PA., TODAY! 


GRIT 
MEAL 
POWDERS 


MAIZE 
CELLULOSE 


Best by test for use as a pol- 
ishing, drying or burnishing 
medium on plated parts, 
stampings, ball bearings and 
for compounds, etc. 


We have distributors of na- 
tional reputation near your 
firm — write today for dis- 
tributors’ names. 


Territory open for distributors. 


KARR-MAIZE DIV. 


923 E. Broad St. Columbus 5, Ohio 


“pH PAPERS” 


Accurate ph Values 
in a few seconds 
right at the tank. 


Indicator AND control-colors on SAME 
strip. Control-colors in steps of 0.2 pH 


and 0.3 pH. 
Plating ranges 
(200 strips of a range per box) 


Acid: Alkaline: 


*4.8-6.2 pH 6.6- 8.0 pH 
*3.6-5.0 pH 7.3- 8.7 pH 
*2.4-3.9 pH 8.6-10.0 pH 
1.0-2.8 pH 10.1-11.3 pH 
0.4-1.4 pH 11.0-13.1 pH 


*Electrometric Values in Nickel Solutions. 


Each range is boxed separately. 


PAUL FRANK 


118 East 28th Street NEW YORK 16 
Tel. MU 9-5286 
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used to reduce wear. Drive parts are 
away from fluid or travel of work, the 
linkage is simple, no obstructions to 
hamper operator. 

The washers are available to handle 
from 50 lbs to 2.500 Ibs. and more per 
load; each size comes steam, gas or 
electrically heated, or unheated for 
cold solvent cleaning. Units can be 
combined to perform many operations, 
like wash and rinse, or rustproof. 


Sprayable Plastisol 


Metal & Thermit Corp., Dept. MF. 
Rahway, N. J. 


Film thicknesses of 50 to 60 mils 
per spray coat, triple the thickness 
previously possible, can be obtained 
with a newly formulated sprayable 
plastisol. Known as “Unichrome Super 
5300,” the new coating makes pos- 
sible gun application of the full solids 
content of vinyl plastisol without a 
diluent, the company reports. As a 
result, a pore-free 50 to 60 mil coat 
can be successfully applied in one 
layer which gives “sheet” protection 
to tanks, ducts and other large equip- 
ment, it is claimed. Because it is 
sprayed on, there are no seams or 
joints where corrosives might pene- 
trate. 

A compound based on vinyl resins, 


the material is resistant to the corro- . 


sive action of strong acids. concentra- 
ted caustic and salt solutions and other 
corrosive materials. Satiny smooth in 


METAL FINISHING, 


appearance, the material forms a 
tough, flexible film which absorbs im- 
pact without chipping. withstands abra- 
sion and has desirable acoustical and 
electrical insulating properties. Field 
evaluation reports indicate that the 
new plastisol coating permits the sub- 
stitution of ordinary metals for costly 
alloys. 


Plastic Packaging Film 


Minnesota Mining and Manufactur- 
ing Co., Dept. MF, 900 Fauquier St., 
St. Paul 6, Minn. 


A new clear plastic film for pack- 
aging everything from acid to preci- 
sion machine parts in tough heat seal- 
able bags, is claimed to be the first 
durable plastic packaging material 


which exhibits the strength and resist- 
ance to oil found in polyester films 
and the resistance to corrosive fluids 
and the heat sealable properties of 
polyethylene films. 

The film is chemically inert and 


non toxic, and has excellent resistance 
to boiling and moisture and gas per- 
meation. It also exhibits good punc- 
ture resistance and can be used for 
dry or wet packaging of machine parts 
with critical surfaces. It is heat seal- 
able with a bond stronger than the 
film at 275 to 350°F. at 10 to 60 
psi jaw pressure with a half to two 
seconds dwell. Tensile strength is 
greater than 15 pounds per inch of 
width. 

The film, priced several times high- 
er than cellophane and most other 
transparent films, is available in widths 
up to 22 inches and in lengths to 
order. It is 41% mils thick and will be 
supplied directly from the firm’s St. 
Paul manufacturing plant on 30 days 
delivery nationally. 

Plating Racks 

Belke Mfg. Co., Dept. MF, 947 N. 

Cicero Ave., Chicago 51, Ill. 


New Ready Made Economy Racks 
are stated to have better quality fea- 
tures at extremely low prices. These 
racks are really versatile and are de- 
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signed to handle any and all pieces. 


Their value is evidenced by such 
recognized quality features as the 
100° copper spines: full amperage 


right to the part; all tips. wherever 
practical, are riveted and soldered or 
brazed for continuous conductivity 
and rigidity; every contact wire tip of 
phosphorus bronze: and, the LOO‘ 
solids plastisol insulation is resistant 
to all plating cycles. 


Blanketing Balls for Spray 
Control 


W. D. Forbes Co., Dept. MF, 129 
Sixth Ave. S. E., Minneapolis, Minn. 


Fumes and mist can now be con- 
trolled with Plasto Anti Chrome spray 
balls. They are claimed to hold the 
spray down, thereby greatly reducing 
the chromic acid fumes. They can be 
used either alone with 
chemicals. 


or control 


The balls are claimed to keep the 
heat in the tank because they form a 
blanket which is said to remain even- 
ly spread, keeping the entire surface 
covered. Thus. uniform beat is main- 
tained and gas bubbles do not form, 
which would throw spray into the air. 


Made of polyethylene plastic, and 
impervious to nearly all acids, the 
balls are 1°.” in diameter. Their size 
prevents lodging in the recesses of the 
work, and they do not stick to the 
racks. When the work is removed the 
balls do not cling. but roll off imme- 
diately, according to the above manu- 
facturer. 


The balls, which last indefinitely, 
are sold at $100 per thousand. Tank 
requirements are figured at 55 balls 
per square foot of surface. 
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The above manufacturer has tooled 
up to produce their racks in huge 
quantities, with maximum quality at 
minimum cost. This saving is slated 
to be directly passed to the purchaser. 
the 


prices. They intend stocking them in 


as evidenced by extremely low 


- 
large quantities so that immediate 
delivery can be made from stock with- 


out a moment's loss. 


Richard T. Connors Appointed 
Cowles Representative in Chicago 
Richard T. Connors was recently 
appointed technical service representa- 
tive in Chicago and nearby cities by 
the Metal Cleaner Dept. of Cowles 
Chemical Co. of Cleveland, Ohio. 
Connors is well known to many in 


Richard T. Connors 


1956 


BAKER'S 


new, up-to-date, 
more complete 
handbook on 


Yours FREE 
for the asking! 


Newly revised and expanded, with de- 
tailed data, technical information, and 
the many different applications of 
Rhodium Plating. Of interest to both 
manufacturers and electroplaters. 
Send for this valuable handbook. 


2 COMPANY {ME METALS 


BAKER / 


113 ASTOR STREET, NEWARK 5, N.J. 
NEW YORK « CHICAGO 
SAN FRANCISCO « LOS ANGELES 


INOUSTRIES) 
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the Chicago area as a result of his 
long association with the sale of plat- 
ing equipment and supplies there. He 
is a graduate chemical engineer from 
the University of Detroit and has had 
experience in all phases of metal fin- 
ishing. 


Viola Appointed to H-VW-M 
Board of Directors 


James A. Viola has been elected to 
the board of directors at Hanson-Van 
Winkle-Munning Co., according to an 
announcement from the company. 

Mr. Viola is currently engaged in 
directing the H-VW-M_ program of 
greatly expanding its rectifier manu- 
facturing facilities and increasing its 
output of an improved type of germa- 
nium rectifier. 

He is head of Rapid Electric Co. 
of New York, being the principal 
founder of this company when it was 
organized in 1945, In this connection 
he has served as consultant and lec- 
turer to various technical groups in 
the country. He is responsible for a 
number of patents on rectifiers in the 
electroplating and associated fields. 


James A. Viola 


Mr. Viola was with the Western 
Electric Co. from 1941-45 as an elec- 
trical engineer. At that time he was 
engaged in research work on standard 
frequencies and other phases of quartz 
crystal. He received a Certificate of 
Merit from Western Electric as a re- 
sult of his contribution to new develop- 
ments and patents. 


He is a graduate of the College of 
the City of New York, receiving his 


BS degree in Electrical Engineering in 
1941. 


Dr. McCoy Advances in Pennsalt’s 
Technical Division 

Dr. George McCoy has been named 
manager of the Pennsylvan‘a Salt Mig. 
Co.’s Research & Development Depart- 
ment. a major component of the re- 
cently created Technical Division. 

Dr. McCoy, a native Philadelphian, 
attended the University of Pennsyl- 
vania where he earned his bachelor’s 
degree in 1939 and the doctorate in 
1943. Immediately before joining the 
company in 1914, he was an instructor 
in organic chemistry at the same insti- 
tution. During his association with the 
company. he served successively as 
senior research chemist, group leader. 
assistant director and director of or- 
ganic research. 

A member of the American Chem- 
ical Society, Dr. McCoy is secretary 
of the Fluorine Sub-section of the 
Industrial Chemical Division of the 
national body. He is also a member 
of the American Section of the Chem- 
ical Society (London) and of the Or- 
ganic Chemists’ Club of Philadelphia. 
He is active in the affairs of the Uni- 


This Portable | 


TAKE THE LOAD 
orF TOP 


Cleaning and Degreasing Operations 


Mount Alsop Mixers to 
any tank or container 
—for any fluid mixing 
operations in your 
plant. 


MIXER 


Will Speed-up 
YOUR 


Here's a speedier, low-cost way to 
clean and degrease your work parts. 
An Alsop Mixer will do all the work 
—it will drive and dash the solvent 
through and around the parts— 
cleans them faster, and far more 
efficiently. : 
Sturdy, dependable Mixers for any 
size or shape, new or existing Tanks; 
for single or multiple installations. 
Alsop Portable Mixers are easily and 
quickly mounted. Sizes 1/4 to 
7-1/2 HP 


TRUE BRITE 
BRASS SOLUTIONS 


Trouble Free — Low Cost 
Little Supervision Needed 


Write Today For ALSOP Mixer Catalogue 


OP ENGINEERING 
CORPORATION 


1106 Bright St., 


TRUE 


Millidale, Connecticut 
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| Ready To Use — Just Add Water 
- Uniform Color — Can Match Colors 


Write For Bulletin on Brass Plating 


BRITE CHEMICAL PRODUCTS 
31, OAKVILLE, CONN. 
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versity of Pennsylvania and serves as 
vice-president of the Engineering 
Alumni Society and secretary of the 
Chemistry Department Advisory Com- 
mittee. 


Dixon & Rippel to Move 


Dixon & Rippel, Inc. of Kingston, 
N. Y., manufacturers of fine wire 
scratch brushes for silversmiths and 
platers announce that. to celebrate 
their one hundredth year in business, 
they are moving into their new plant 
in Saugerties, New York (exit 20, 
New York State Thruway) on or about 
July 1, 1956. 

The new factory will double the 
present manufacturing space and 
greatly facilitate production. 

It is requested that all inquiries be 
directed to Box 116, Saugerties, N. Y. 
after July 1, 1956. 


National Rack Appoints Preston 


R. W. Preston’s appointment to vice- 
president of the Eastern Branch has 
been announced by National Rack Co. 
Mr. Preston first came to Naraco as 
a design engineer in 1948. He later 
went into the company’s sales division. 


where he remained until his recent 


R. W. Preston 


promotion. In Mr. Preston’s new du- 
ties he will also be assistant to the 
Eastern plant manager. 


Niagara Falls Plant Expansion 
Planned by Stauffer 


Stauffer Chemical Company has an- 
nounced that it plans to invest a mil- 
lion dollars in an expansion and mod- 
ernization of its Niagara Falls. N. Y.. 
plant. 

About $400,000 of the total new in- 


When you need 


work capacity — 


Building and re-building equipment for heavy 
duty metal processing, like this tumbling bar- 
rel, is a Storts specialty. The combination of 
sound, strong, fully penetrated welds and pre- 
cision fabricating procedures assures long life 


call 
STORTS 


"BONDING CEMENT 


PRODUCTION TESTS SHOW 25° TO 35° INCREASE 


vestment will be for additional facili- 
ties to manufacture 73‘¢ caustic soda. 
Approximately $150,000 will be spent 
to increase output of chlorinated sol- 
vents. 

The company also plans to extend 


and improve several existing plant 
units which are now producing chlo- 
rine, caustic soda, titanium tetrachlo- 
ride, 


tetrachloride and zirco- 


nium tetrachloride. 


silicon 


Work on the additions is now in 
progress. It is anticipated that they 
will be in operation by late summer. 


New Method Available for 
Recovery of Chromic 
Acid Solutions 


A patented method for recovering 
contaminated or spent chromic acid 
solutions, typical of chromium plat- 
ing. anodizing, and copper stripping 
operations. has been developed by the 
Mutual Chemical Allied 
Chemical & Dye Corp., and is being 
made generally available for industrial 
use without the requirement of any 
formal license. U. S. Patent 2.733.204 
was recently this 


method. 


The process involves ion exchange 


Division of 


issued covering 


LEA 


Industry's Abrasive 


for Wheels and Belts | 


IN WHEEL OR BELT LIFE 


LEA GRIPMASTER offers other values, too. For example, 
it sizes as well as bonds. Its single grade bonds effectively 
o wide range of grit sizes. It’s more flexible. 

We're not asking you to commit yourself blindly with 
a large order. In fact, we're offering you a generous free 
sample so that you can give a wheel or belt a good 
competitive work out. Just fill in and mail us the coupon 


at full loads, a big service and utility dividend 


on your investment. 


Manufacturers of Welded Fabrications to Specification 


below. The sample of GRIPMASTER will be in your hands 
in a few days. 


LEA-MICHIGAN, INC. 
14066 Stansbury Ave., Detroit 27, Michigan 


(A member of the well known Lea Group of Finishing Specialists) 
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Lea-Michigan, Inc. 
| Please send us your free sample of GRIPMASTER. 
| Detroit 27, Mich. CJ Please send us literature giving full details 
38 Stone Street 
Name Title 
MERIDEN, CONN. 
Company ' 
Address MF-6.55 7 
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treatment for removal of metallic con- 
taminants of iron, copper. aluminum, 
and other metals by passing solutions 
through a cation exchange resin con- 
sisting of a sulfonated infusible poly- 
merizate of a polyvinyl aryl compound. 
Such treatment on a hydrogen cycle 
permits recovery of baths which  be- 
come inoperable due to excessive me- 
tallic contamination or reduction in 
acidity. 

In relatively large operations the 
method is considered a useful engi- 
neering tool not only for decreasing 
the cost of chromium chemical treat- 
ments, but as a means of reducing 
costly waste treatment necessitated by 
increasing emphasis on eliminating 
stream pollution. Furthermore, it has 
been reported that the quality of plated 
and anodized work is improved by the 
use of these so-called decationized so- 
lutions. A number of companies are 
understood to be using this process 
and the necessary equipment can be 
from several 


obtained engineering 


concerns, 


Glyco Appoints Cohen 


Glyco Products Co., Inc. announces 


the appointment of Samuel Cohen as 
its sales-manager. 

Mr. Cohen received his B.S. degree 
from the College of the City of New 
York and his Master’s degree in Chem- 
istry from New York University. He 
spent twelve years in the research lab- 
oratory in the plant and the sales de- 
partment of this company. 


Research Branch of Aleoa 
Has New Name 


The internationally - recognized re- 
search branch of Aluminum Co. of 
America officially has been named 
Alcoa Research Laboratories. It is the 
world’s most complete light metals’ 
research facility and was founded in 
1918. 

With headquarters in New Kensing- 
ton, Pa.. ARL has branches in Cleve- 
land, O., E. St. Louis, Ill. and Massena. 


N. Y. Total employment is more than 
TOO. 


Wemple Elected Director 
of Handy & Harman 


Francis H. Wemple, treasurer of the 
company, was elected a director of 
Handy & Harman at the annual share- 


Francis H. Wemple 


owners meeting April 18th in New 
York. 

Mr. Wemple joined the company 
processors of silver. gold, and_plati- 
num, in 1945: he served as assistant 
secretary and was treasurer 
in 1954. 


A. C. West Elected by C.H.V.W. 


Canadian Hanson & Van Winkle 
Co., Ltd... Toronto. announces the elec- 


elected 


— Now 
Better 
Than 


Ever! 


Presently being employed 


effectively both in 
job shops and man- 
ufacturing plants on 
hardware, lamps, 
furniture, oxidize 
finishes, etc. 


Now maintain a completely uniform brass color with 
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NON-CRITICAL « 
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formulations . . . . still and barrel plating 


1. Increases both efficiency and throwing power. 
2. Produces brighter and faster plating. 

3. Allows use of higher current density. 

4. Retards anode polarization. 

5. Eliminates cyanide and ammonia fumes. 
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A. C. West 


tion of A. C. West to vice-president 
and director. Mr. West, a graduate in 
chemical engineering from the Univer- 
sity of Toronto in 1933, joined the 
company as chief chemist in 1934, was 
appointed assistant general manager 
in 1945 and general manager in 1955. 


Pennsalt Announces Another 
Project in $55 Million 
Growth Program 


The Pennsylvania Salt Mfg. Co. 


has announced expansion of chlor- 
caustic facilities at its Calvert City. 
Ky. works as part of its $55 million 
growth program. The new unit will 
increase chlorine production from 50 
to 150 tons a day with accompanying 
increase of rayon grade caustic soda 
production. It is anticipated there will 
also be an increase in caustic potash 
production. 

With preliminary engineering com- 
pleted and construction scheduled to 
begin in the near future, the new unit 
will go into operation during 1957. It 
will utilize facilities and services in- 
corporated in the existing plant which 
was completed in 1953. Under a li- 
censing agreement with Monsanto, it 
will employ the newest type deNora 
cell. 


This expansion, combined with the 
hydrofluoric acid plant built in 1949 
and the chlorofluorohydrocarbons unit 
presently under construction, will 
further strengthen a uniquely integra- 
ted facility at Calvert City for the 
production of a wide range of prod- 
ucts based on fluorine and chlorine 


chemistry. 


New Staff Assignments 
at Du Pont 


Four new staff assignments in the 
sales and research divisions of the Du 
Pont Electrochemicals Department 
were announced by the company. 

Samuel C. Harris. director of sales, 
was appointed to the new position of 
general assistant to the management of 
the department. Richard B. K’Burg, 
an assistant director of sales, was 
named director of sales. succeeding 
Mr. Harris. Arthur 1. Mendolia, as- 
sistant director of research in the de- 
partment. becomes an assistant di- 
rector of sales. replacing Mr. K’Burg. 
Dr. H. K. Livingston, director of the 
Organic Chemicals Department labor- 
atory at the Experimental Station, suc- 
ceeds Mr. Mendolia as assistant di- 
rector of research for the Electro- 
chemicals Department. All appoint- 
ments are effective April 1. 

Mr. Harris. who is a graduate of 
Davidson College. Davidson, N. C., 
began his career with the company in 
1917 as a timekeeper at the Chambers 
Works, Deepwater Point, N. J. He left 
in 1922 to become southern sales rep- 


resentative of the Roessler and Hass- 
lacher Chem. Co., and, in 1926, was 


the original 
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coating. 
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Thinker Boy Racks are as- 
sembled from precoated 
members and tips. BELKE 
Vac-Seal Assembly seals the 
joints—only contact tips are 
exposed to the solution. 
Racks are easily disassem- 
bled without damage to 


Available as completely 
ossembled racks or precoat- 
ed rack members and tips. 


Send for literature. 


Plating Racks you can 
) adjust to the job 


Effect BIG Saving 


When Thinker Boy Racks for a cer- 
tain job are no longer needed you can 
respace the members or disassemble 
and use the parts for other racks. 


No added investment. Just order 
Thinker Boys when you buy racks. 
Instead of ceilings cluttered with no 
longer needed racks, you'll soon have 
a supply of Thinker Boy Parts — be 
able to assemble coated racks of your 
own design in a matter of minutes. 
Ask your BELKE Service Engineer 
or write for details. 
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made Philadelphia district manager of 
that company. Pont acquired 
Roessler and Hasslacher in 1930 and 
Mr. Harris remained as district: man- 
ager of the R. and H. Chemical De- 
partment, now the Electrochemicals 
Department. In 1936 he was appointed 
assistant director of sales of the de- 
partment and was advanced to direc- 
tor of sales in 1942. 

Mr. K’Burg joined Roessler and 
Hasslacher in 1929 as a control chem- 
ist at the Niagara Falls, N. Y., plant. 
\fter Du Pont acquired the company, 
he went to Chicago as a salesman, later 
becoming district manager of the 
Chicago office and, in 1946, manager 
of the Detroit district sales office. He 
was transferred to Wilmington in 
1950 as an assistant director of sales, 
a position he has held until now ex- 
cept for a short period in 1950-51 
when he was an assistant director of 
production. He received his chemical 
engineering and master’s degrees from 
Lehigh University. 

Mr. Mendolia has been with the 
firm since his graduation in 1941 from 
Case Institute of Technology with a 
B.S. degree in chemical engineering. 


Starting as a chemist at the Niagara 
Falls laboratory, he went into produc- 
tion work in 1943 as a process devel- 
cpment engineer and, after a number 
of advancements, became superintend- 
ent of the furfural products area of 
the plant. He was appointed technical 
superintendent of the east plant. com- 
prising the furfural and vinyl prod- 
ucts areas, in 1952. and was trans- 
ferred to Wilmington in 1954, as as- 
sistant director of research. 

Dr. Livingston started as a chemist 
at the Benger Research Lab. at 
Waynesboro, Va.. in 1941. He was 
transferred to the Jackson Lab., Deep- 
water Point. N. J... the following 
year, where he was advanced through 
various supervisory positions be- 
come assistant director of the labora- 
tory in 1953. He was appointed di- 
rector of the Experimental Station 
laboratory of the Organic Chemicals 
Department in February of this year. 
He received a B.S. degree in chemical 
engineering and an M.S. degree in 
petroleum engineering from the Uni- 
versity of Texas, and a Ph.D. degree 
in chemistry from the University of 
Chicago. 


Two ASRCO Executives Elected 
Vice Presidents 


Two veteran executives of American 
Smelting and Refining Co. were elect- 
ed vice-presidents by the board of di- 
rectors at the annual meeting, April 
24. Frederick Walker becomes vice- 
president in charge of Federated Metals 
Division; Francis H. Eichler becomes 


Frederick Walker 
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Brushes Rouge 
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Chemicals Cleaners 
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VALUABLE TANK 
HEATING DEVELOPMENT 


In the “old days” troublesome old-fashioned pipe coils 
were used for the heating or cooling of solutions for plating, 
degreasing, metal washing, bonderizing, etc. Today the dis- 
criminating user specifies the 


DEAN TWERMO-PANEL 


because it costs less, occupies less space, weighs less, costs less for 
maintenance, is more easily installed, is more efficient, and is prefer- 
able in every other way. 

The picture shows how the Dean Thermo-Panel Coil can be made 
to fit perfectly into a tank, on hangers, ready to be removed quickly 


for cleaning at any 
time. You can’t do 
that readily with 
old-fashioned pipe 
coils. 

Also made in spe- 
cial shapes such as 
“ae 
cylinders in a wide 
range of materials 
— iron, stainless 
steel, monel and 
other alloys. 

All of the advan- 
tages of the remark- 
able Dean Thermo- 
Panel Coil are com- 
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coil manufacturing. 
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vice-president in charge of the pur- 
chasing department. Both men_ will 
have their offices in the New York 
headquarters at 120 Broadway where 
they have been located in recent years. 

Mr. Walker returned to the New 
York Office in 1953 as assistant to 
Vice-President Edgar L. Newhouse, 
Jr., head of Federated Metals Division. 
For the last year Mr. Walker has been 


Francis H. Eichler 


assistant to President AK. C. Brownell 
and in charge of the Federated Metals 
Division. Mr. Walker joined the firm 
in 1930, was associated for several 
years with Revere Copper and Brass 
Co. in the sales department and. in 
1937, after returning to ASARCO. he 
was appointed Pacific Coast sales rep- 
resentative with headquarters in San 
Francisco. In 1943, he was named 
general manager of the Pacific Coast 
for Federated Metals and moved to 
the Los Angeles office in 1950. Mr. 
Walker was born at Everett, Washing- 
ton, and is a graduate of Stanford 
University. 


James E. Trask Appointed 
by Minnesota Mining 


Appointment of James E. Trask as 
head of the central machine design 
department of the engineering division 
has been announced by Minnesota 
Mining & Mfg. Co. 

Trask will be responsible for pro- 
viding machine design services for 
divisional engineering groups, includ- 
ing the new products division and the 
staff laboratories. The central machine 
design department is a new group 
within the enginering division. 


Trask joined 3M in 1929 as a drafts- 
man and, for the past 12 years, has 
been division engineer for coated 
abrasives. 


Metal & Thermit Corporation 
Names New Plastisol 
Applicator 

General Coating Co., Woodbridge. 
\. J., has been appointed a franchised 
applicator of Unichrome 5300 series 
materials, sprayable plastisols made 
by the Metal & Thermit Corp. 

An organic coatings applicator for 
over 10 years, General Coating has 
wide experience in coating equipment 
such as tanks, fans, piping, and filter 
press plates. Special facilities include 
a private railroad siding, a_ten-ton 
crane, one 36 x 14 x 12-foot oven, one 
18 x & x 8-foot oven, and several tanks 
for plastisol dipping operations. The 
firm has engaged in dip plastisol oper- 
ations for several months. 


Engelberg Huller Names 
Chochran to Central 
Territory 


Nicholas Chochran has been ap- 
pointed sales engineer in the central 
territory for the Engelberg Huller Co., 


Mi ~ 


Top-quality, low-cost 
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PURIFIER 
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Metal Finishing Needs 
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Industrial Plating and Polishing 
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Nicholas Chochran 


Inc., Syracuse, N. Y., manufacturers 
of abrasive belt machinery. He will 
make his headquarters in Chicago. His 
territory will include Minnesota, Wis- 
consin, northern Illinois, Indiana, and 
western Michigan. 


Mr. Chochran was formerly as- 
sociated with Minnesota Mining and 
Mfg., and is an alumnus of North- 
western University Class of 1952. 


Ferro Corp. Erecting 
New Building | 


Construction of a three-story tech- 
nical and engineering building has 
been started at Ferro Corp. in Cleve- 
land, Ohio. Located adjacent to com- 
pany headquarters at 4150 E. 56th, 
the building will be occupied by the 
Allied and Furnace Engineering Divi- 
sions. 


This new building (63 ft. x 92 ft.) 
will contain over 16,000 sq. ft. of 
office space and will be finished in 
porcelain enamel curtain wall con- 
struction with red, yellow and_ blue 
colors. 


Spanish Representative 
Named by Roto-Finish 


Instituto Electroquimico, S. A. of 
Barcelona has been appointed Span- 
ish representative of The Roto-Finish- 
Co. of Kalamazoo, Mich., to handle 
its machines and equipment for barrel 
finishing operations including mechan- 
ical grinding, deburring, descaling, 
polishing, britehoning, and coloring of 
forged, stamped, cast, and machined 
parts. 


Appointments Announced 


By Houghton 


Three new managerial appoint- 
ments have been announced by F. F. 
Houghton & Co. Charles A. Biller has 
been named manager, Foreign Sales 
Dept. He was formerly assistant man- 
ager and joined the company in 1952. 


Armand J. Andre, previously a 
representative in the Chicago Sales Di- 
vision, was named to the newly created 
position of assistant sales manager of 
the Southern Division, with headquar- 
ters in Charlotte, N. C. Andre has 


been with the company since 1939, 


William Eismann, former supervisor 
of Lubrication and Rust Preventive 
Research, was appointed acting  re- 
search manager, following the resig- 
nation of Dr. K. C. Frisch. Eismann 
joined the firm in 1937. 


Univertical Expands 


Univertical Foundry and Machine 
Co., Detroit, has just completed a 
major expansion of its office and plant 
facilities at 14841 Meyers Road, which 
brings total manufacturing and yard 


space to 42,000 sq. ft., equipped with 


Write for literature 
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three car rail siding. 

The expansion featured the installa- 
tion of five one-ton Detroit rocking 
electric furnaces and three one-ton 


gas fired furnaces. The electric fur- 
naces for the production of nickel and 
copper anodes have a potential capac- 
ity of 7,500 lbs. per hour. 


Wheelco Instrument Div., 
Barber-Colman Expands 
Services 


Wheelco Instruments Division, Bar- 
ber-Colman Co., announces the expan- 
sion of service facilities in the Phila- 
delphia, Buffalo and New York areas. 

John B. Moore and Edward W. 
Sullivan have joined the service engi- 
neering staff at the Philadelphia office. 

The new service engineer with the 
Buffalo office is James T. Shelton, and 
Walter Gilmore is associated with the 
New York office in the same capacity. 


Pangborn to Ship Blast 
Cleaning Abrasives in 
50 Pound Bags 


All users of blast cleaning equip- 
ment will be benefited by the recent 
decision of the Pangborn Corporation, 
Hagerstown, Md., to ship metallic 
abrasives in 50 |b. bags instead of 
cartons or boxes. Easier handling at 
the blast cleaning equipment is claimed 
plus greatly reduced breakage and 
loss in transportation and warehous- 


ing. 


A new non-returnable pallet hold- 
ing forty 50 Ib bags can also be 
furnished. 


Ampco Appoints New 
Pump Distributors 


The appointment of two new pump 
distributors has been announced by 
Ampco Metal, Inc., Milwaukee, Wis. 


The appointments are: 


The Laidlaw Co., 1606 North IIli- 
nois St., Indianapolis 2, Ind. and Tri- 
State Mfg. Co., Inc., 208 S.E. River- 
side Drive. Evansville 13, Ind. 


Hugh Mallaney Joins 
Illinois Engineering 

Hugh H. Mallaney has been ap- 
pointed sales engineer for the Chi- 
cago area, for Illinois Engineering Co. 
He will be responsible for the engineer- 
ing and servicing of the firm’s line 
of steam and hot water heating equip- 
ment, traps, valves, and heat control 
systems. 


Mallaney, a 1937 graduate of St. 
Viator College, Bourbonnais, Illinois, 
for five years was in the Chicago 
Branch Office of the Herman Nelson 


Div.. American Air Filter Co., Ine. 
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Illinois Engineering is a wholly-owned 


subsidiary of AAF. 


New Address for Detroit 
Technical Section of 
Imternational Nickel Co. 

The office of the Detroit Technical 
Section of the Nickel 
Co.'s Development and Research Divi- 
19842 James 
Detroit 35. Mich. 
The telephone number is BRoadway 
3.6780. 

F. J. Walls is in charge of the office. 


International 


sion is now located at 


Couzens Highway. 


Robertshaw-Fulton Division 
Names Director of Engineering 


Appointment of Fernon H. Vogel 
as director of engineering for Aero- 


nautical Division of Robertshaw-Ful- 
ton Controls Co. was announced re- 
cently. The post is newly-created to 
unify several functions 
and to implement a project approach 
linking the developmental and produc- 
tion activities of the division. 


engineering 


Mr. Vogel received his B.S. degree 
electrical engineering at the Uni- 
versity of Wisconsin and is a member 
of the Institute of Radio Engineers, an 


honorary member of Eta Kappa Mu, 
and a member of Kappa Eta Kappa. 


Allan Lee Joins Pennsalt 
Chemicals Staff in Canada 


Allan H. Lee has become a member 
of the technical sales staff of Pennsalt 
Chemicals of Canada. 

Mr. Lee earned the B.Sc. degree of 
(Jueens) University in 1952, 
izing in metallurgy. Until his recent 


special- 
appointment, he was a technical ser- 
vice representative of Canadian Indus- 
tries Ltd. In that capacity his work 
was concerned largely with the metal 


Leo J. 


industries. 

With his office at the firm’s head- 
quarters in the Harbour Administra- 
tion Bldg.. Hamilton, Ontario. Mr. 
Lee will service accounts in the metal- 
working industry where chemicals are 
used in the cleaning and finishing 
processes. 


Two Receive Armour 
& Co. Awards 

R. L. Reeves, divisional general 
manager of the Coated Abrasives Di- 
vision of Armour & Co., presented 
awards for outstanding leadership in 


Urschler, left, 
Robert L. Reeves. 


receiving trophy from 


Merle K. Shetler, left, with his father, also a 
member of the Division. 
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the selling profession during the re- 
cent three day general sales conference 


held at the Elks Club in Alliance. Ohio. 


Leo J. Urschler, who is district sales 
manager for the Milwaukee area. re- 
ceived the trophy for outstanding sales 
program during 1955. Merle K. Shet- 
ler, of Ohio. received the 
trophy for highest dollar volume sales 


Alliance. 
in 1955. 


Blakeslee Agent Adds Metal 
Finishing Department 


G. S. Blakeslee & Co. 
that its exclusive agent in the South- 
east. the F. H. Ross & Co., has formed 
a new metal finishing department. Al- 
though Ross has been handling Blake- 
slee degreasers, metal parts washing 
machines and degreasing solvent for 


announces 


the past 13 years, they have just set 
up this new department devoted ex- 
clusively to metal finishing. This de- 
partment is to service metal fabrica- 
tors and finishers in Southeastern 
United States. 


J. M. (Jimmie) Ross will be sales 
manager for this division. The new 
operation includes engineering as well 


J. M. Ross 


as a sales department to handle cus- 
tomer sales and problems quickly and 
efficiently. 


Detrex Corp. Appoints Emmett 
to Board of Directors 


Detrex Corp., announces the ap- 
pointment of John P. Emmett to the 
board of directors. Mr. Emmett joined 
the corporation in 1941 immediately 


after receiving his B.B.A. from the 
University of Michigan. Mr. Emmett’s 
assignment in the company’s opera- 
lions is as special assistant to the 
president. 


Five New Representatives 
for Dean Products 

The Thermo-Panel Div. of Dean 
Products, Inc... Brooklyn 38. 
announces the appointment of the fol- 
lowing representatives: 


Cameron Engineering Co.. 420 
Market St... San Francisco 11. 
Calif... — FE. C. Paul Robinet 


to cover the northern half of Cali- 
fornia. and only the county of 
Washoe in Nevada. 

Allan Edwards, Ine.. Box 7218. 
2445 S. Jackson St.. Tulsa. Okla. 
—A. J. Edwards, Jack S. Osborn. 
Bruce B. Pettigrove, Bill W. Jones, 
C. E, Shilling. Joseph C. E. Schu- 
macher, and Dan b. Mathey — to 
cover the complete state of Okla- 
homa. complete state of Arkansas, 


and the northern part of Texas. 
3. Thermal Specialties Co., 11 N. 
14th St.. Box 1142, Harrisburg, 
Pa. — Bb. Zaritsky and Seth B. 


ACID ADDITIVE #7073 


Assures complete and uni-' 
form removal of hot rolled 

or heat treat scale — rustf = 
or oxide film. 


ACID INHIBITOR ‘‘T”’ 


Completely protects clean metal surface of 
iron and steel — prevents pitting and acid 
embrittlement — leaves no scum. 


ACID ACTIVATOR ‘‘DX”’ 


Insures uniform wetting — sure removal of 
surface oxides — promotes free rinsing — 
prevents scum, oils from interfering with 
uniform cleaning. 


Send today for bulletins 


THE 
INDUSTRIAL CHEMICAL 
COMPANY 


Box 301 Canton, Connecticut 


to 
QUALITY CONTROL OF PLATING 


1 roll 50 feet long x 2 inch wide, in convenient plas- 
tic dispenser (with ample supply of buffer powder). 


Price $5.00 


~ Leaflet on request ~ 


R. P. CARGILLE LABORATORIES, INC. 
117 LIBERTY ST. NEW YORK 6, N. Y. 
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Wood — to cover the central part 
of Pennsylvania. 
4. Merlo Steam Equipment, 1506 FE. 
State Fair. Detroit 3. Mich. — 
Anthony A. Merlo, Raymond R. 
Paschke and Joseph S$. Florek - 
half of 


to cover the eastern 


Michigan. 

5. J. F. Munn Co., 104. Market St., 
Pittsburgh 22, Pa. — J. F. Munn, 
covering western tip of Maryland 

- western part of Penn.: almost 
the complete state of West Vir- 
ginia. 


Minnesota Mining 
Promotes Meyer 


Promotion of Vincent Meyer as as- 
sistant engineer for coated 
abrasives has been announced by Min- 
nesota Mining & Mfg. Co. 


Meyer has been with the coated 
abrasives engineering group since 
1948, when he reecived his B.S. in 
mechanical engineering from the Uni- 
versity of Minnesota. 


division 


Hamner Joins Parker Rust Proof 


Parker Rust Proof Co., announces 
the addition of D. H. Hamner to the 


D. H. Hamner 


staff of the Automotive Division, Tech- 
nical Service Department. 

Mr. Hamner comes to the company 
with over twenty years’ experience 
with General Motors in the field of 
production metal finishing and paint- 


ing. 
Pennsalt Announces 
Executive Appointments 


Joseph J. Duffy, Jr. has been ap- 


pointed manager of Executive Pro- 


curement and Development of the 
Pennsylvania Salt Mfg. Co. In this 
newly created position, Mr. Duffy will 
report to Fred C. Abbott, manager of 
Administrative He will be 
responsible for the procurement of 
technical professional personnel 
and the coordination of a company- 
wide executive development program. 


Services. 


Mr. Duffy joined Pennsalt as a stu- 
dent trainee in 1937 following gradu- 
ation from Villanova University where 
he majored in Chemical Engineering. 
He served subsequently as salesman, 
assistant sales manager and sales man- 
ager of the Chemical Specialties Divi- 
sion. Since 1950 he has been manager 
of the firm’s Metal Processing Chem- 
icals Dept. 

Concurrently, it was announced that 
John M. Davidson, assistant manager 
of the Metal Processing Chemicals 
Dept... will Duffy. Mr. 
Davidson, a graduate of Dickinson 
College and one-time chemistry in- 
structor, has been associated with the 


succeed Mr. 


sales organization since 1946 when he 
was separated from the U. S. Navy 


with the rank of Commander. 


A BETTER SOURCE OF DC POWER — 
MORE FOR YOUR MONEY 


* Operate from —40° to 225° F. 

* 50 to 50,000 Amperes DC 

* Built-in Voltage Regulator and Meters 
* Heavy Duty Transformers, Husky Fans 


Two styles available—1. Selenium for 
cool zones, or 2. Magnesium copper sul- 
phide for the hot, dirty jobs. Units still 
running after 4 years of constant duty. 


Replacement Rectifier Stacks 
for Lektron or Udylite-Mallory 


Magnesium copper sulphide rectifiers Model 4045—750 amps at 12 
volts DC—i500 amps. at 6 
volts D.C. Operates on 208, 
220 or 440 A.C. Weight 525 
F.0.B. 
Indiana. 


SOME JOBBERS AND SALES TERRITORIES OPEN 


make your plating power supply more 
rugged and 
radiator fins for fast heat dissipation ibs. 
and lighter weight. Matching pairs. 


2102 SPANN AVENUE 
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the Finest in 


BUY 
RECTIFIERS 


ELECTRONIC RECTIFIERS, INC. 


INDIANAPOLIS 3, INDIANA 


indianapolis, 


MIST MUZZLE 


O000000000 
THESE PLASTO ANTI CHROME SPRAY BALLS 


CHROMIC ACID CONSUMPTION UP TO 50% 


USE IN CHROME, STRIP AND PICKLE TANKS 


O0O00000000 
HOLD SPRAY DOWN 
DO NOT DRAG OUT 
DO NOT STICK TO RACK 
KEEP ENTIRE SURFACE COVERED 
KEEP HEAT IN TANK 
LAST INDEFINITELY 


O000009D000 
55 BALLS PER SQUARE FOOT OF SURFACE. 


PRICE — $100 PER THOUSAND 


W. D. FORBES CO. 
129 - 6th AVE. S.E. 


WILL REDUCE 


MINNEAPOLIS, MINN. 
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Manufacturers’ Literature 


Cleaning Materials 


Oakite Products, Inc., Dept. OF, 
1001 E. First St., Los Angeles 12, Cal. 


The above firm has issued a folder 
which tells about the job this clean- 
ing concern is doing for the industry, 
and lists six of the booklets available 
on precleaning, electroplating, rust 


_ stripping and rinsing. A reply card is _ 


included for obtaining copies of the 
booklets. 


Portable Plating Unit 


Bart-Messing Corp., Dept. MF, 229 
Main St., Belleville, N. J. 


New catalog sheets illustrate and 
describe the Sel-Rex “Jet” Plater, a 
complete electroplating plant in a 
compact, portable cabinet. 

Details and specifications are pre- 
sented in an interesting. easy-to-read 
manner, with lines directing the reader 
to the location on the streamlined cabi- 
net of the components being described. 


Polishing Compounds 


McAleer Mfg. Corp., Dept. MF, 101 
S. Waterman, Detroit 17, Mich. 


Technical data sheets explaining the 
various basic properties of polishing 
compounds are available upon request 
from the above manufacturer. These 
technical sheets. No. 561 and 562, 
cover polishing grease-stick com- 
pounds, abrasive belt lubricants and 
other buffing and polishing compounds. 


Barrel Finishing Compounds 


Esbec Barrel Finishing Corp., Dept. 


MF, 18 Beech St., Byram, Conn, 


A new, two-page folder has just 
been released covering specifications 
and application information on four- 
teen different color-coded compounds 
and abrasives. Of particular interest 
is a unique compound-use chart in- 
cluded in the folder. This chart is a 
quick, handy reference for determin- 
ing recommended compound types for 
various materials and different finish- 
ing operations. 


The free folder also includes full 


information on the exclusive color- 


coding features of the company’s com- 
pounds and abrasives. 


Plate Coils 


Thermo-Panel Div., Dean Prod. Co., 
Dept. MF, 616 Franklin Ave., Brook- 
lyn 38, N.Y. 


Subjects included in 52-page Bulle- 
tin 355 are operating pressures; indus- 
trial heating; heat transfer coefficient; 
choosing Dean Thermo-Panel Coils; 
pipe coil comparison method: capacity 
table method: heating problems; de- 
termination of Delta T: wall and sur- 
face losses; material load: spray and 
makeup loads: pressure drop; number 
of embossings; weight; charts; con- 
version tables; etc. On the back cover 
is a list of 34 typical applications. 


Remote Electrical Transmission 
System 


Simplex Valve & Meter Co., Dept. 
MF, 7 E. Orange St., Lancaster, Pa. 


The Orthoflow system for the ac- 
curate and rapid transmission of met- 
ering data from one location to an- 
other has been graphically illustrated 
in Bulletin No. 700. 

This well-documented 16-page bulle- 


REFINERS - BUYERS - SELLERS - CONVERTERS 
ANODES — LOW MELTING ALLOYS 


CADMIUM — BISMUTH 
| NICKEL—NICKEL ALLOYS 
COPPER — ZINC 


Ball or Bar Anodes in All Metals 


We Buy For Our Refining and Alloy Plant Pure or Offgrade 
CADMIUM DROSSES 


NICKEL ALLOYS 


PEELINGS “ PEELINGS 
“ RESIDUES “ ON IRON 
SKIMMINGS “ ON BRASS 
SPILLS “ ON COPPER 
RACKS “ BATTERIES 
N DISTRIBUTORS 4 ; BASKETS “ ALL FORMS 


de WRITE - WIRE - PHONE 


PLATING EQUIPMENT AND SUPPLIES UNITED REFINING & SMELTING CO. 


_/ 1483 NIAGARA ST. BUFFALO, N. Y. \ 3350 W. FRANKLIN BLVD., | CHICAGO 24, ILLINOIS 
LINCOLN 5424-1320 Phone: NEvada 2-1400 
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tin describes the versatility of the sys- 
tem for transmission of flow data. li- 
quid level data, or pressure measure- 
ment data. It contains diagrams of 
each type of application plus dimen- 
“sional drawings and capacity charts. 


Mixers and Coagulators 


Infilco, Dept. VF. 


Ariz. 


Ine.. Tucson. 


Guesswork has been eliminated in 
selecting liquid mixing and coagula- 
ting equipment according to Bulletin 
W-700. How to select: proper equip- 
ment of this type and the advantages 
of “Vorti” *Vorti-Floc” 
coagulators are outlined in this eight- 
page illustrated bulletin. 


mixers and 


Anti-Rust Paints 


Speco, Ine.., Dept. MF, 7308 
ciate Ave., Cleveland 9, O. 


A new 2-color bulletin, LL-2855. 
describes Rustrem  anti-rust paints. 


Made in the form of a handy self- 
mailer. it contains detailed informa- 
tion about applications, prices and 
shipping data. Also included are nu- 
merous application 
both interior and exterior uses. 


photos showing 


Corrosion Resistant Floors 


Milas Mineral Products Co.. Dept. 
WF. Mertztown. Pa. 


Bulletin 3-3 explains in detail the 
firm's two standard corrosion-resistant 
industrial floors. Complete estimating 
data is available with a thorough ex- 
planation of the differences in’ con- 
struction for both types of floors. 


Chemical Catalog 
Fisher Scientific Co., Dept. MF. 383 
Forbes St.. Pittsburgh 19, Pa. 


Through a single book. the 1956 
Fisher laboratories 
have at 7.300 
chemicals — everything from “work- 


Chemical Index. 


their command over 
horse” technical grades to radio-ac- 
tive reagents and unique spectroscopic- 
ally-pure solvents. 
book lists almost 
every chemical that is commercially 
available and of use to science. A 
handy reference book, it gives struc- 
tural formulas. formula weights. melt- 
ing and boiling points. and color-in- 
dex numbers. 

The new edition (Catalog 120-C) is 
available free of charge to laboratories. 


The 370-page 


Dry Type Air Filter 


American Air Filter Co., Inc.. Dept. 
MF, 215 Central Ave., Louisville 8, Ky. 


A new bulletin describes the Auto- 
Airmat. automatic dry-type air filter. 
Bulletin No. 234-C explains its appli- 
cation, construction — and 
performance characteristics. 


operation. 


Surfactants 
Carbide and Carbon Chemicals Co.. 
Dept. MF, 30 East St., 
York 17, N. Y. 


Vew 


A new 40-page data folder on Tergi- 
tol surfactants describes seven non- 
ionics and four anionics. Besides the 
physical 
shipping data, and specifications, per- 
formance data are included on wetting, 
penetrating, cleaning. and sudsing ac- 
tion, and lime soap dispersing power. 
Test methods used in obtaining per- 
formance data and specifications are 
given. 

In addition, there are many sug- 
gested formulations as guides to the 
use of surfactants in detergents and 
cleaners, latex paints, metal polishes, 


and specialty products. 


information on properties, 


LOOK FOR THE 


PRODUCTS BY 


Specify 


patents pending. 


MARK OF QUALITY 


THE Pressare- Cooled BUFF 
MADE WITH THE 
ONLY EXTRA-DUTY | 
BUFFING CLOTH | 


Designed and Manufactured Only By: 
UNITED BUFF PRODUCTS CORP. 


FACTORY AND OFFICES IN PASSAIC, N. J. 


WAREHOUSE STOCKS IN PRINCIPAL CITIES OF U. S. 
AND CANADA FROM COAST TO COAST 


NOTICE: The Pressure-Cooled Buffs and Aircon Wheels are covered 
by U. S. Patents 2,519,275 and 2,637,957. Other U. S. and Foreign 


e CERTAIN SALES TERRITORIES STILL AVAILABLE e 


POLISHING 
| DEBURRING 


| 
What Does Your 


REDUCE IT BY USING 
Packer - Matie 


AUTOMATIC POLISHING & BUFFING MACHINERY 


DIRECT FACTORY REPRESENTATIVES IN: 

NEW YORK STATE e¢ NEW JERSEY e EASTERN PENNA. 
DELAWARE MARYLAND VIRGINIA DIST. OF COLUMBIA 
NORTH CAROLINA e¢ SOUTH CAROLINA e TENNESSEE 
GEORGIA ALABAMA MISSISSIPPI FLORIDA 


MaplI 


c O M 


P. O. BOX 113 
CALL MUrdock 8-4150 TODAY 


BUFFING 
Cost You? 


wood 


MAPLEWOOD, N. J. 
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Dr. Ralph A. 
Schaefer, technical 
4 advisor to the presi- 
dent of the Cleve- 
Graphite 
Bronze Co... and 
past-president ( 1955- 
56) of the American 
Electroplaters’ Soct- 
ety. Was a_ visitor 
on the West Coast early in May. He 
attended the convention of The Electro- 
chemical Society in Francisco 
April 30 to May 3, and spent the fol- 
lowing week in the Los Angeles area 
making customer contacts and arrang- 
ing for direct representation on the 
West Coast for the Cleveland firm. 
Dr. Schaefer attended the May 9 
meeting of Los Angeles Branch of the 
A.E.S. where he declared himself en- 
thusiastically in support of Los Ange- 
les Branch’s efforts to sponsor the 1960 
A.E.S. convention. “There is a large 


segment of the A.E.S. membership in 
favor of holding the 1960 sessions in 
Mr. Schaefer said. “I 
hope it is. and I feel it will be. as. 


Los Angeles.” 
signed to Los Angeles.” 


Another eastern visitor to Los An- 
geles in May was Richard M. Crane. 
vice-president of Lea Mfg. Co.. Water- 
bury. Conn. Mr. Crane spent a week 
in Los Angeles and vicinity as part 
of a month’s flying trip which took 
him to Portland and Pendleton. Ore 
Seattle, San Francisco and Los Ange- 
les. He attended the May A.E.S. mee!- 
ing in Los Angeles as the guest of 
Roger Sundmark of Sundmark Supply 
Co.. which represents Lea produc’s in 
the area. 


Jack W. Schultz, head of Jack W. 
Schultz & Co.. Los Angeles. manufac- 
turers of industrial 
pounds and distributor of plating shop 


cleaning com- 


equipment, reports the appointment of 
Ray Rosenthal as sales technician and 
promotional director. 

Rosenthal was formerly active in 
sales engineering capacities for the Su- 
preme Products Co. of Chicago. Ill. 
He makes his headquarters at the 


Schultz & Co. general ofhees. 7550 
Melrose Ave.. Los Angeles. 

The Norton Co. of \ orcester. Mass.. 
manufacturers of abrasives and grind- 
ing equipment. held open house May 
7 to 9 to mark the formal opening of 
its new Southern California plant and 
ofhces at 2525 Lafayette St.. Los An- 
geles. The building was acquired by 
the firm two years ago and converted 
for grinding wheel manufacture as the 
first West Coast facility to produce a 
complete line of grinding wheels and 
diamond wheels. 

On hand from New England head 
quarters for the ceremonies were Wil- 
ton P. Higgins, president: Ralph F. 
Gow and Ralph M. Johnson. vice- 
presidents: John Jeppson, vice-presi- 
dent in charge of manufacturing. Abra- 
sives Division: Donald L. Price. sales 
manager: and FE. B. Knowlton, public 
relations director. George A. Garrison 
is west coast plant manager. 

P. A, Malling. sales engineer for the 
Osborn Mfg. Co. of Cleveland, O.. in 
the Los Angeles area. has been pro- 
moted to district manager. coincident 
with the elevation of the Southern 


Quarries 


MANITOWOC 
WISCONSIN 


“ROCKWELL” Greetings 


TO DELEGATES AT THE 


43rd Annual A. E.$. Convention 
pomestic “VIENNA”’ 


GAS FIRED DOLOMITE FOR PURITY 


ABRASIVE FOR USE IN 
Compositions and Steel Polishing 


Inguiries—Domestic and Foreign—Solicited 


ROCKWELL LIME COMPANY 


228 N. LASALLE ST. 
CHICAGO 1, ILL. 


LIME 


Offices 
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@ RECTIFIERS 
AND CONTROLS 


e@ SELENIUM — 
GERMANIUM 


@ AUTOMATION 
SYSTEMS 


CONSTANT 
“4 VOLTAGE UNITS 

e@ VOLTAGE 
REGULATORS 
Manual or 
Automatic 


e@ TIMING AND 
PROGRAMMING 


Send for complete 
information. 


MACARR. ine. 


2460 ARTHUR AVE. 
NEW YORK 58, N. Y. 
WEllington 3-2643 
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California office to district status. The 
firm produces a varied line of brushes 
for the metal finishing and other in- 
dustries. Malling. who has been with 
the organization since 1932 will direct 
the company’s sales territory in Cali- 
fornia, Oregon, Washington, Utah and 
Arizona from headquarters located at 
5411 Whittier Blvd., Los Angeles. 

J. W. Guthrie Co., which has offices 
in Los Angeles and San Francisco, has 
been named representative in the Pa- 
cific Northwest for the R. M. Hollings- 
head Corp.’s line of cocoon sprayable 
plastic coatings. Guthrie Co. has 
handled Hollingsworth California sales 
since the firm’s Sunnyvale, Calif.. plant 
was opened last year. 


Rheem Automotive Co. announces 
that its chemical processing and metal- 
lurgical departments have been con- 
solidated under the direction of Dale 
F. Mason as technical control manager. 
Mason was formerly in charge of 
chemical process control for the firm. 
Ira Hayes, formerly analytical chem- 
ist, has been moved up to the post of 
chief chemist, and the metallurgical 


staff, headed by Edgar Brooker, has 


been expanded to handle the increased 
scope of the firm’s metallurgical pro- 
gram. Rheem manufactures and_fin- 
ishes automobile bumpers in a recent- 
ly compleetd automatic and semi-auto- 
matic plating line. 


C. W. Husband, one of the four 
brothers who operate C & W Metal 
Finishing Co. at 3525 S. Greenwood 
Ave.. Los Angeles, reports that work 
has been completed on the installation 
of some $40,000 worth of new plating 
and polishing equipment. The major 
item among the new facilities is a 
fully automatic rotary polishing ma- 
chine. 


The plant is equipped to do decora- 
tive chromium work, cadmium and 
zinc plating, both barrel and_ still, 
automatic polishing and diecasting. 
The work handled is chiefly on plumb- 
ing and automotive parts. Plans are 
underway, Husband reported, for 
equipping a section of the plant for 
production of building hardware. 

C & W Metal Finishing Co. is an- 
other example of the amazing growth 
experienced by plating firms in South- 


ern California. C. W. Husband and 


brothers Cliff. Bill and Ray found 
themselves in the metal finishing busi- 
ness in 1946 shortly after they had 
returned from military service. Cliff 
started it by taking on some small 
polishing jobs and doing the work in 
that part of the family garage which 
was not taken up by the car. Today 
they operate a plant valued at $130,- 
000 which is housed in two buildings 
totaling 13.000 square feet of floor 
space. 


Dramatic metal-finishing pro- 
cessing displays at the recent Motor- 
ama sponsored by the General Motors 
Corp. at the Los Angeles Pan-Pacific 
Auditorium featured a miniature plat- 
ing line which operated identically to 
the massive finishing setups used by 
GMC in its various plants for plating 
bumpers, grilles and other decorative 
hardware on automobiles. The midget 
plating line was equipped with tanks 
of transparent plastic to enable specta- 
tors to observe the plating process 
Items processed at the Motorama were 
gold-plated souvenir keys. 

The Norton Co. of Worcester, Mass., 
has appointed Jack A. Heath as field 


other coatings. 


excellent throwing power. 
eliminates burning. 


® Registered Trade Mark. 


13 VALLEY ST. 
Phone: PLymouth 1-0049 


for AND CADMIUM 


KER - CHRO - MITE® *4* 
Gives a mirror-like finish to dull-plated work; protects 
against corrosion, is stain resistant and outperforms 


BRITE-ALL (Zinc or Cadmium Brightener) 


Used for barrel or still work, gives a lustrous and uni- 
form finish at high or low current density areas. 


ZIN - K- LUX© (Zine Brightener) 


Produces a lustrous finish (barrel or still) and has 


CADLUX (Cadmium Brightener) 


Brightens (barrel or still), increases plating range and 


KOSMOS 


ELECTRO-FINISHING RESEARCH, INC. 
BELLEVILLE 9, N. J. 


6% and 


13-Gal. PO LY’ 


=» CARBOY BOX 


}. C. C. - 16 approved. 


BAUM & WILLSE Division 


UNITED LUMBER (0. 


45 Wheeler Point Road © 
NEWARK 5, N. 


STANDARD 


bottle 


Encased in POLY-STANDARD 


Durable. Lightweight. 


142 


METAL FINISHING, 


June, 1956 


— 


q 
1 
1 
I 
— 
F: 
1 
: J 
|| — 
Ris Ox & LUMBER G 
5 Y r 
~ 
ig | 
~ 


und 
usi- 
had 
“liff 
nall 
in 


lich 


day 
30,- 
ings 


engineer in Southern California, with 
headquarters in the firm’s Los Angeles 
office. Heath joined the company in 
1955 after a number of years activity 
as a journeyman toolmaker and sales- 
man for a mid-western tool manufac- 
turer. 

Tieing in with the beginning of 
Chemical Progress Week April 30 to 
May 7, Raymond L. Geiler, president. 
A. R. Maas Chemical Co. of Los Ange- 
les, and chairman of that city’s Chem- 
ical Week Committee. revealed that 
new plant construction by the chem- 
ical industry in the Los Angeles area, 
plus projects definitely planned for the 
near future, represent an investment 
of $114,545,000. Geiler disclosed that 
projects totaling $68 million are under 
construction and scheduled for com- 
pletion in 1956 and 1957: and plans 
are in the making for other projects 
costing an estimated $21] million. 

Currently. according to Geiler, the 
chemical industry in the area is spend- 
ing 25° of the entire total which is 
spent for basic research by all indus- 
ry. He estimated that 800 chemical 
and allied products industry plants are 
in operation in Southern California. 


W. B. Jennings, formerly attached 
to the plating room staff of the Gen- 
eral Motor Corp.’s Kansas City, Mo.. 
moved to the West 
Coast in March and is now one of 
the plating crew at Hughes Aircraft in 
Culver City, near Los Angeles. work- 
ing under plating supervisor Al Sul- 


assembly plant, 


zinger. 


Associations and Societies 


AMERICAN ELECTROPLATERS’ 
SOCIETY 


Newark Branch 


The March meeting of the Newark 
Branch was held on the 16th with a 
goodly turnout for Ladies’ Night in 
spite of the biggest snowfall of the 
vear. Nine applications for member- 
ship were accepted and four were 
elected into the Branch Raymond 
Sileneck, National Electric: Joseph 
Vouglas, Federated Metals Division: 
Irving Bernstein, Chemclean Products: 


and Gerald Van Tilburg. The Amer- 
ican Metal Co., Ltd. 

Robert Ehrhardt, chairman of the 
nominating committee, placed in nore 
ination the 
were duly elected: 

President — Clifford Struyk. 

Ist Vice-President—V illiam Grigat. 

2nd_ Vice-President — Gustave Bit- 


following officers who 


trich. 
Secretary D. Gardner Foulke. 
Treasurer George Wagner. 
Librarian — Dodd S. Carr. 


Fred Meyer. 


Board of Managers — Thomas Aus- 
tin, John Gumm, Robert Horrocks, 
George Reuter. 

Delegates — D. Gardner Foulke, 
William Grigat, George Wagner. 


Sergeant-at-Arms - 


Alternate Delegates Gustave Bit- 
trich, Louis Donroe, John Gumm. 

National First Vice-President, Dr. 
Samuel Heiman installed the officers 
and, after greeting the ladies, gave a 
brief report on Society affairs, includ- 
ing the showing of colored slides of 
the office and personnel. After appoint- 
ing William Grigat chairman of the 
1956 Christmas Party 
President Struvk turned the meeting 


Committee, 


..alchemize! 


ALUMINUM 


STAMPED, DRAWN, 
EXTRUDED, WROUGHT 
& FABRICATED PARTS 


produce’ satin 
to. mirror. bright — fiers are especially de- 


signed to give year in, 
year out service... 
mum maintenance... 
moving parts... 


finishes! cas 


-ALCHEMIZE is a 
polishing process for 
aluminum. Write today, 
for brochure! 
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to wear out... 
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WALKER 


Selenium Rectifiers 


You can’t beat Walker Sele- 
nium Rectifiers for depend- 
able D.C. regardless of the 
size of your plating instal- 


These outstanding recti- 


nothing 
nothing to 
get out of adjustment. 

You get more for your 
money when you use 
Selenium Recti- 
fiers. Get the complete 
story, today. Write 


mini- 
no 


THE WALKER DIVISION 


_NORMA- HOFFMANN BEARINGS CORPORATION 
STAMFORD, CONNECTICUT | 
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over to Librarian Bittrich, who took 
charge of the bingo game. Winners of 
prizes donated by G. Wagner of Hy- 
Grade. D. Clarin and J. Banta of Oak- 
ite, G. Bittrich of Bell Labs... D. Carr 
of Bart Labs.. D. Foulke of H-VW-M. 
C. Struyk of General Chem. and F. 
Vever of MGM Records were Mes- 
dames Bittrich. La Manna. Abazia. 
Miss Meyer and Messrs. Grigat. Ko- 


vatis and Bernstein with Mrs. Carr 
winning the grand prize a clock 


radio supplied by the branch. 

The meeting concluded wi h a movie 
shown by Howard Cobb, and refresh- 
ments, 

D. Gardner Foulke 


Secretary 


Indianapolis Branch 


The April 4th. 1956 
proved that branch member pariici- 


meeting 


pation can bring out attendance. The 
program for this meeting was given 
by the committee which is in charge 
of the “Paper” for the 1956 conven- 
tion. This was titled “Filter Media.” 
Forty-five members and guests aitend- 
ed this 


meeting at the Fox Steak 


House. After the usual opening of 
business with President Herb Kennedy 
presiding. the following old business 
was reported, At the recent Tri-State 
meeting, nineteen of Indianapolis 
Branch members reported as attend- 
ing. Fred Anderson is senior member 
on the committee for the Indianapolis 
Tri-State meeting for 1957. A motion 
was made by Mr. Anderson that a 
branch elected to 
serve on Tri-State committee. This was 


representative — be 


seconded by Ed Bruck and_ passed. 
with old 
Bruck reported that progress is being 


Continuing business. Mr. 
maintained as to the writing of the 
branch history. Bert Hawkee, general 
chairman for the annual dinner-dance 
and educational session reported every- 
thing is about ready. The following 
reported, also: Roman Bender on con- 
tributions. Hartwig on tickets. Mr. 
Anderson on education session. Mr. 
Bruck on evening entertainment. and 
Edna Rohrabaugh on favors. 

The following new members were 
elected to the branch in a motion by 
Mr. Bruck and seconded by Abraham 
Max: 

Marvin Steuernagel, 2224 N. Au- 
burn Ave.. Indianapolis. 


Fred Wm. Adams. 1515 Nichol Ave., 


Anderson. Ind. 


Fred L. Meker, 535 N. 


St. Union City. Ind. 


Columbia 


The motion was voted to accept by 
acclamation. 

Dr. Max reporied on the idea of a 
class in electroplating bu’. to date. 
not much has been decided. 

The place for the 1957 Tri-State 
meeting. which will be in charge of the 
branch, 
French Lick Springs Hotel at French 
Lick. Ind. or at the Claypool Hotel in 
Indianapolis seemed to be the two 


caused much discussion. 


places most likely to result. This is to 
be decided at the May meeting and 
a suggestion that the board of man- 
agers decide was considered. 

“Filter Media.” a very timely and 
interesting paper in charge of a com- 
mittee which has worked diligen‘ly for 
several months. was given as the pro- 
gram of the evening. Marshal White- 
hurst, chairman of this 
very aptly gave this with the help of 
Elmer Lundberg who read parts of it. 


committee, 


This is to be given at Washington. 
D. C. in June by the members. After 
it was completed, the branch applaud- 


| IMPROVE YOUR PLATING 


WITH PERIODIC-REVERSE UNITS 


QUALITY 


WRITE FOR INFORMATION 


UNIT PROCESS ASSEMBLIES, INC. 


Mfgrs. of Periodic-Reverse Units and Electronic Controls for the Plating Industry 


fe _61 East Fourth Street New York 3, N. Y. 


For Complete 
POLISHING & PLATING. 


Service Supplies Equipment 


@ Crown Full Automatics @ Lea Greaseless 
Industrial Filters @ GE Rectifiers 
© Unichrome @ Plating Racks © 
Ucilon © Lea-Ronal Solutions @ Rheostats @ Honite Barrel 
Finishing @ Seymour Bright Nickel @ Heil Plating Tanks @ 
Buffs @ Buff Lathes @ Formax Zippo Buffs @ Automatic Buffers. 


W. M. FOTHERINGHAM, INC. 


975-81 NIAGARA ST. BUFFALO 13, N. Y. 
PHONE LI. 9087 - 9088 - 9089 


Pennsalt Cleaners 
@ Promat Plating Process @ 
@ Cro-Plate Pressure Blast 
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For PLATERS, SILVERSMITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel, nickel silver or 
stainless steel wire in sizes .0025 - .006 and in bristle, fibre or 
Nylon. Special sizes and shapes to order. 


Write (Dep’t. M) on your letterhead for catalog and price list. 


Y. 


For Polishing and Buffing 
Machines 


Your buffing and polishing fixtures that 
are subject to wear can now be FUSE- 
COATED to last longer. Fixtures designed 
for FUSECOATING can be lighter and are 
less expensive for you to make. Procedure 
sheets are available. Write for folder or 
send us drawing or sample of part to be 
Li ilabl coated. We will send you a cost estimate 

icenses available and appreximate delivery date by return 
U. S. PAT. #2,694,647 mail. 


FUSION METAL COATING CO. 


25493 W. 8 MILE ROAD DETROIT 19, MICHIGAN 


FUSECOAT 


coating of 
Tungsten Carbide 


METAL FINISHING, June, 195% 


ry 
i 
| 
OFXRIP 
| 
DIXON & RIPPEL, INC. Box 116 S$ ies, N 
| 
: | » ING. Box augerties, N. 
: 
| 
| 
| 
| 
| 
i 
| 
| | 
| 
3 


tate 
ihe 
ion, 
neh 
| in 
two 
= to 
and 
1an- 


and 
om- 

for 
pro- 
ttee, 
) of 
f it. 
ton. 
fter 
aud- 


ed and showed its appreciation of the 


long hours of preparation. Much dis- 
followed. Mr. Whitehurst 
thanked the many who helped in this 
preparation and especially the com- 


cussion 


mittee. The meeting adjourned at 


9:35 P.M. 


Edna Rohrabaugh 


Secretary 


Los Angeles Branch 


Determined to go “all out” in ef- 
forts to obtain the 1960 Supreme So- 
ciety convention for the West Coast, 
Los Angeles Branch, at its April 11 
meeting, appointed a special conven- 
tion committee which will devote the 
time remaining until the conclave 
opens in Washington. D. C.. to a cam- 
paign for publicizing Los Angeles’ 
application among the other branches. 

The newly installed president. F. 
Truman Stoner, appointed Tony Sta- 
bile, to head the committee. The com- 
mittee has several meetings scheduled 
with delegates Jack Bealle. Emmett 
Babcock and Stuart Krentel, and the 
branch officers, at which details of 
the campaign and the strategy to be 


pursued before and at the convention 
was to be mapped. 

Plans call for at least two mailings 
to all members of the A.E.S.. the pri- 
mary aim of which will be to dissi- 
pate any feeling of doubt that may 
remain that Los Angeles Branch. hav- 
ing once declined the convention after 
it was assigned, means business this 
time. A substantial convention expense 
fund was authorized. 

Various members of Los Angeles 
Branch who transferred from eastern 
and mid-western branches during the 
past three or four years. reported that. 
in their opinion, sentiment among the 
membership as a whole is in favor of 
a Los Angeles convention, where east- 
ern members can combine attendance 
at the A.E.S. sessions with a glorious 
vacation in sunny Southern California. 

Los Angeles Branch’s year-round 
membership drive terminated at the 
April meeting. Membership Chairman 
Stoner reported that 26 new members 
had been signed since September. 1955. 
This. he declared. represents a 9.5 per 
cent increase. and brought the member- 
ship total to 306. Frank Virgil. with 
four new members to his credit. was 


awarded first prize in the form of a 
$50 merchandise certificate. Everett El- 
gin (3 new members) received a $25 
certificate. 

New members installed on April i1 
included Glenn T. Sink, Douglas Air- 
craft Co.: M. L. Maroney, The Satter 
Co.: Jack W. Schultz, Jack W. Schultz 
Co.: and Phil Greathead. Square Deal 
Machine Co. 

Applications were received from the 
following: Edward L. Riggs. Menasco 
Mig. Co.: Milton Weiner. Hoffman 
Laboratories: Roy Webb, Oakite 
Products. Inc.: William A. Zube. In- 
dustrial Rack Co.: Anthony Palozo, 
(Juality Hardware Co.: P. S. Perham, 
Whitman Gyro Co.: and David L. 
Angel, Delmar-Shefheld Co. 

Earl Coffin presided for the 16th 
vear in the role of master-of-ceremon- 
ies at the installation of new branch 
officers who were elected at the March 
meeting. New President Stone ap- 
Larry Henderson as sergeant- 
at-arms. and Kenneth Johnson as 
chairman of the research committee. 

Retiring President Earl Arnold was 
presented with a transistor portable 
radio in appreciation of his notable 


Reg. U. S. Pat. Off. 


92 GROVE STREET 


Zialite 


for NICKEL PLATING 


The one bath especially designed for plating DIRECTLY on 
ZINC, LEAD, ALUMINUM, BRASS, COPPER and IRON. 


for HARD CHROMIUM 
USE Zialite ADDITION AGENTS 


Harder CRACK FREE deposits. Increased throwing power. Less 
sensitivity to sulfate content. Exceptionally fine results plating 
anything calling for Decorative or Hard Chrome. 


ZIALITE CORPORATION 
WORCESTER 5, MASS. 


EQUIPMENT 


MECHANICAL FINISHING 
The MANDERSCHEID CO. 


210 S. CLINTON ST., 


Complete Catalog Sent on Request 


AND 


SUPPLIES 


FOR 


AND 


CHICAGO 6, ILL. 
ST 2-8662 


_ MANUFACTURERS OF RUST PRE ENTIVES AND CORROSIVE SOLVENTS 
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services to the branch during the past 


year. The presentation was made by 
Past-President Krentel. 


The speaker at the educational ses- 
Sion was Henry Walker of Permalus- 
ter Co., a division of Allied Marketing 
& Research Co. He presented a talk on 
anodizing which he interpolated with 
some interesting comment on his for- 
mer activity for the French govern- 
ment in the field of aluminizing. 


Detroit Branch 


The April meeting of the Detroit 
Branch was held in the Michigan 
Room of the Hotel Statler, April 6, 
1956. Opening the meeting was a 
colored film on the planting and care 
of gardens. Lee Morse, now past presi- 
dent, formally opened the meeting by 
announcing that the annual Stag Day 
party would be held on July 28th at 
the Glen Oaks Country Club. Bob 
Trees of the Udylite Corporation, is 
chairman, The course in Electroplat- 
ing, which was held during the month 
of March, was very successful and 
plans are under way to hold a more 
comprehensive course next year. Bert 


Lewis and Herb Head have prepared 


a history of the Detroit Branch of the 
A.E.S. starting with the year 1917. 

The Tellers Committee, headed by 
John Hitchcock, announced the results 
of the annual election. 

President — H. J. McAleer, Formax 
Mfg. Co. 

Ist Vice-President —- R. J. Racine, 
Wyandotte Chemicals Corp. 

2nd Vice-President — G. Freidt, Jr., 
United Platers, Inc. 

Secretary-Treasurer — FE. J. Kubis, 
Wyandotte Chemicals Corp. 

The new officers were installed by 
Herb Head, an old hand at this occu- 
pation. Howard McAleer accepted the 
reins of authority from Lee Morse and 
very graciously thanked the members 
for the honor. 

Douglas Thomas then informed the 
members that the May meeting will 
be Sustaining Members Night of which 
C. D. Sparling will be technical chair- 
man. 

Dr. Gerald Kingsley, technical chair- 
man of the evening, introduced the 
guest speaker, Charles Kimmel of the 
Magnesium Dept. of Dow Chemical 
Co. Mr. Kimmel’s topic “How to Fin- 
ish Magnesium” described chemical 
treatments, galvanic corrosion and 


some new developments in the field. 
The meeting, attended by 180 mem- 
bers, was adjourned for refreshments 
at 9:30 p.m. 
Patrick J. Driscoll 


New York Branch 


April 13th, 1956 was “Ladies Nite” 
at the New York Branch. Each year 
at this time, the branch extends an in- 
vitation to the wives and girl friends 
of the members to attend this open 
meeting. The turnout indicated that 
the ladies look forward to this event. 

The meeting was called to order by 
the retiring President Albert Fusco. 
Since it had been scheduled that at 
this meeting the newly-elected officers 
were to be installed, Mr. Fusco imme- 
diately called on Franklyn J. Mac 
Stoker to preside for this function. 
Before the installation, however, Mr. 
Mac Stoker made the following pre- 
sentations on behalf of the members 
of the N. Y. Branch: 

To Albert Fusco— A “Past-Presi- 
dent” pin and also a traveling bag. 

To George Schore—A movie cam- 
era. 

To Irving Goldwasser — A pen and 
pencil set. 


r- | 
ANODIZING RACKS | 
FOR FAST RACKING AND UNLOADING 


Standard units of aluminum with spring tension 
clips holding up to 74 pieces. 


POTASSIUM 
CYANIDE 


OZ. FUSED CYLINDERS 
SAFE... 


SAFE... SAFE... 


HIGHEST PURITY 

SULFUR FREE — USED - ALL ELECTROPLATING PURPOSES 
NON FLAKING, al DUSTING 

QUICKLY SOLUBLE . . . UNIFORM SIZE 

EASY TO IDENTIFY — LOOK LIKE MARSHMALLOWS 


| KRAFT CHEMICAL COMPANY 
| 917 W. 18th ~ CHICAGO 8 


SAFE 


These replaceable units can be assembled on 
frames to make single large anodizing racks hold- 
ing from 600 to 5000 parts. 


Will handle 90% of small parts to be processed. 


Also made in titanium which requires no stripping. |] 


ALL BRITE CHEMICAL CO. 


Box 136M Watertown, Conn. 


SOME OF THE TOP LINES 


REPRESENTED BY 


ARDCO INCORPORATED 


5000 W. 73rd STREET 
CHICAGO 38, ILL. 


GENERAL ABRASIVE CO. 
Abrasive Grain for Polishing, Sandblasting and Tumbling 


F. L. & J. C. CODMAN CO. 
Ventilated and Conventional Cloth and Sisal Buffs 
R O HULL & CO. LEA MFG. CO. 
Rohco Brighteners for Cadmium and Zinc-Hull Cells Greaseless and Spray Compounds — Gripmaster Cement 
ENTHONE INCORPORATED 
Speciz! Compounds for Blackening, Stripping and Processing Metal 
INCLUDING 
Manufacture of ARDCO Buffing and Polishing Compounds and manufacture and distributor of ENTHONE chemicals for the metal finishing industry. 
ELECTROPLATING AND POLISHING EQUIPMENT ¢ SUPPLIES 
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These gifts by the branch are a 
symbol of appreciation by the mem- 
bers for the unselfish and untiring 
efforts in previous years of Messrs. 
Fusco. Schore and Goldwasser. 

Next Mr. Mac Stoker introduced the 
new officers as follows: 

Pres. — Derick Hartshorn. 

Ist V.P.—Geo. Herrmann. 

2nd V.P.—Dr. Edward Saubestre. 

Librarian—Joseph Rembecki. 

Fin. Sec.—Relph Liguori. 

Rec. Sec.—Anthony P. Briganti. 

Sgt.-At-Arms—Jack Weiner. 

Albert Fusco now joins Mr. Mac 
Stoker and Angelo Amatore on the 
board of managers. 


Mr. Hartshorn took over the chair 
and without ado introduced Mr. Me- 
Donald a representative of the “Wine 
Institute of America.” A brief talk by 
our speaker was followed by the show- 
ing of a film entitled “Growing Wine 
in America.” When the film was con- 
cluded the floor was opened for ques- 
tions. 

Anthony P. Briganti 
Recording Secretary 


Baltimore-Washington Branch 


More than 125 people attended a 
joint meeting on corrosion sponsored 
by the Baltimore-Washington Section 
of The American Electroplaters So- 
ciety. The Electrochemical Society 
and The National Association of Cor- 
rosion Engineers held at The National 
Bureau of Standards on April 10. 


The meeting was arranged to better 
acquaint the members of the three 
societies with each other and the activ- 
ities of the other societies. The first 
part of the evening was used in ex- 
plaining the corrosion activities of 
each society. 

Wm. H. Metzger, of The National 
Bureau of Standards Electrodeposi- 
tion Section. and president of The 
Baltimore - Washington Branch intro- 
duced Dr. Wm. Blum, retired Chief of 
The Electrodeposition Section and a 
consultant electrodeposition, an 
honorary member of AES and ES and 
recipient of the ES 1944 Acheson 
Medal. He reported on the corrosion 
prevention research activities of the 
AES. 

Fielding Ogburn, Assistant Chief of 
The Electrodeposition Section 
and Chairman of The Washington- 
Baltimore Section of The  Electro- 
chemical Society introduced Dr. M. 


C. Bloom of The Naval Research Lab- 


METAL FINISHING, 


June, 


oratory Corrosion Section. Dr. Bloom 
traced the history of the Corrosion 
Division of The ES and reported on 
its present day activities, including 
publication of The Corrosion Hand- 
book. Ben J. Philibert, distribution 
scheduling manager, Plant Food Divi- 
sion, Olin-Mathieson Chem. Co. and 
chairman of the Baltimore Section of 
NACE introduced George Best, of The 
Mutual Chemical Div. of Allied Dye 
& Chem. Corp. and a director of 
NACE. Mr. Best reviewed the activi- 
ties of the technical committees and 
the value of the corrosion abstracts 
published in Corrosion. 

Ken Huston, Armco Steel Corp. Re- 
search Laboratories and program 
chairman then briefly reviewed Frank 
LaQue’s impact on each of the socie- 
ties. 

He was vice-president of NACE in 
1947 and president in 1948. He was 
awarded the Whitney Medal in 1949 
in recognition of achievement in the 
field of corrosion science. 

His activities in The Electrochem- 
ical Society include chairman, mem- 
bership committee; chairman, sustain- 
ing membership committee; business 
manager of The Journal; and chair- 
man, editorial advisory board, Corro- 
ston Handbook. Through his efforts 
and those of R. M. Burns and H. H. 
Uhlig, the Corrosion Handbook was 
edited and published. 


His report as chairman of advisory 
committee on accelerated corrosion 
testing was responsible for the AES 
Research Committee establishing Pro- 
ject 15 with assignments to design, 
fabricate and service exposure of 


plated parts; to gather pertinent data 
on conditions thought to contribute 
to the deterioration of plated. coatings; 
and to carry out exploratory accele- 
rated corrosion tests. 

He is also a member and active in 
the operation of many other technical 
societies; is a consultant on corrosion 
to many government agencies, and 
has authored numerous technical 
papers. 

Mr. LaQue delivered his talk on 
the subject “Planning and Interpreta- 
tion of Corrosion Tests” in his char- 
acteristic forceful, yet entertaining 
manner. It concerned accelerated and 
long time tests carried out to choose 
suitable corrosion resistant material 
for industrial applications. Special at- 
tention will be given to details that 
must be considered in designing and 
interpreting corrosion tests, to take 
into account such peculiar forms of 
corrosion as pitting, crevice corrosion, 
effects of heat treatment, effects of 
stress, galvanic action, effects of velo- 
city and heating and cooling effects. 
The talk was illustrated by many slides 
related to appropriate data and test 
methods. 


Ken Huston 


Chicago Branch 
The Chicago Branch held its Annual 


Ladies Night meeting and installation 
of officers on Friday, April 13, 1956. 
The meeting was held, as it was last 
year, at Algauer’s Fireside Restaurant. 
Apparently all of the superstitions 
about Friday the 13th did not keep 
the majority of the members from 
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POLISH WITHOUT BUFF 


IN YOUR OWN “OWN PLANT WITH 
ELECTRO-GLO ELECTROPOLISHING CONCENTRATES 


SATIN TO MIRROR BRIGHT FINISHES ON COPPER AND 
ALLOYS, CARBON AND STAINLESS STEELS, ECONOMICALLY! 


Electro-Glo electro-polishing con- 
centrates mean savings to you in 
Time, Labor and Production Costs. 
Brightens, smooths and deburrs 
in one simple operation. 


1956 


Copper Alloys.............. ELECTRO-GLO #200 
Austenitic Stainless Steel ELECTRO-GLO 4300 
Martensitic Stainless Steel ELECTRO-GLO #400 
arbon Steel FERRO-GLO #500 


COMPANY 


1430 S. TALMAN AVE. 
CHICAGO 8, ILLINOIS 
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attending. nor did they 


keep them 
from having a good time. The fine 


dinner. beautiful door prizes and ex- 
cellent’ program all participated in 
making the Ladies Night meeting a 
gala event. 

The first, and more serious portion 
of the evening was devoted to a re- 
port by Paul Glab. Northwestern Plat- 
ing Works, on the activities of the past 
year. Officers for the coming vear were 
then installed. 

Attention was then turned to the 
business of having a good time. The 
first item of this “business” was the 
drawing for the door prizes for the 
ladies. The winners were Mrs. Colzel, 
Mrs. De Looth, Mrs. Hay and Mrs. 
Andrus. 

The final portion of the evening was 
devoted to 3-D slide series entitled: 
The Not So Wild and Wooly West. 
The series was prepared by Al Dodds 
and Doug Hewes of Western Electric. 

We want to wish all possible good 
luck to Dick Connors in his new as- 
signment with Cowles . . . Norm Gar- 
man, who for many vears represented 
Cowles in the Chicago Area is wished 
the best of luck. A different kind of 
good luck is wished to Perny Gagnon, 
formerly of Chicago. now operating 
Gagnon Plating in Colorado Springs. 
Col. We understand Berny had a fire 


HAMILTON MILLS 


TURKISH EMERY 


For color and lustre beyond compare, speci- 
fy INDIAN BRAND RKISH EMERY. 
Preferred by those who know the best. 

Also available — HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions. 


HAMILTON EMERY & CORUNDUM CO. 


CHESTER, MASS. 


and we hope he comes back full force. 
In the past Rudy Hazucha. a work 
horse for the Branch, has been listed 
as the outstanding bowler in the Chi- 
cago Branch. Roy Hoegh, of Mercil 
Plating Equipment. is in a team which 
has won many honors and made tele- 
vision. Looks like Rudy had_ better 
watch his laurels. Chicago Branch is 
really getting to be a Female Society. 
We hear that Joan Wiarda, of Metat 
FINISHING, will now be a member of 
The Chicago Branch, transferring from 
the East. She with Ezleen Drews and 
Irene Modjeska, give us a trio of ihe 
fair sex as active members. Bill Stick- 
sel. formerly with Udylite is now in 
the plating business in Aurora. 


Good Luck Bill! 


Jerome Kuderna 


AMERICAN ZINC INSTITUTE 


At the annual meeting of the board 
of directors, F. S. Mulock was re-elect- 
ed president of the American Zinc In- 
stitute for a second term. Mr. Mulock 
is president of the U. S. Smelting Re- 
fining & Mining Co., Boston, Mass. 


. Also re-elected for a second term 
were three vice-presidents: C. Merrill 
Chapin. Jr., St. Joseph Lead Co.. New 
York City: R. G. Kenly. The New 
Jersey Zinc Co., New York City and 
E. H. Snyder, Combined Metals Re- 
duction Co., Salt Lake City. Utah. 
Erle V. Daveler, American Zinc, Lead 
& Smelting Co., New York City. con- 
tinues as treasurer and John L. Kim- 
berley was re-elected executive vice- 
president and secretary. 


Porcelain Enamel Institute 
Donald L,. Benson has joined the 


staff of the Porcelain Enamel Institute. 
Mr. Benson. who lives in Hyattsville. 
Maryland, recently graduated from the 
University of Maryland where he re- 


ceived a B.S. Degree in Public Rela- 
tions. Mr. Benson will assist William 
\. Brinker, market development man 
ager, in the public relations, advertis- 
ing, and sales promotion activities of 
the Institute. 

The Institute is the trade associa- 
tion for the porcelain enameling in- 
dustry with headquarters in Washing- 
ton, 


OBITUARY 


T. J. PETERSON 


T. J. Pesterson, 82, president of 
Tamms Industries. Inc.. Chicago. died 
Friday May 4th at his home in Evans- 
ton, Ill. after an illness of two years. 
Mr. Peterson established the — firm, 
formerly known as Tamms Silica Co., 
in 1911 and has headed the company 
in its succeeding 45 years of growth 
and expansion. 

Mr. Peterson was a member of Si}. 
Luke’s Church in Evanston, also of 
the Chicago Athletic Association and 
Exmoor Country Club. He is survived 
by his wife Marion and a daughter. 
Helen, of Los Angeles. 


SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 


Electrodeposited Tin: 


@ BRIGHT FINISH 


Stainless Steel. 


COOKE STREET 


BRIGHT -FLO FLUX 


BRIGHT-FLO FLUX offers these advantages for Reflow on your 


@ EASE OF CLEANING AFTER REFLOW 


@ EXCELLENT CORROSION RESISTANCE | 
Send sample for free laboratory treatment. 


Also Manufacturers of Buffing & Spinning Compounds | 
Try our Hydro-Spin 707 unexcelled for spinning of Steel and 


HYDRO CHEMICAL CO., INC. 


| 
| 
FARMINGTON, CONN. | 
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CLEANRITE 


Metal Cleaners and Burnishing Compounds 
Hay Chrome Salts — Increases Chrome Throwing Power 
Glo Dip — For Bright Dipping Copper, Brass and Bronze 
* & & & 
Distributor for the Best in 
Plating and Polishing Equipment and Supplies Since 1935. 
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SECTION 


—USED EQUIPMENT AND SUPPLIES— 


FOR SALE 


New and Rebuilt Polishing and Buffing Lathes 
— Constant and Variable Speed-Single and 
Double Motor Drives — 3 phase, 60 cycle, 
220/440 volt, 1 to 20 H.P. in stock, as fol- 
lows: 


3—Standard Electric, double 5 H.P. individ- 
ual spindle variable speed lathes. 


1—L’Hommedieu #20A, 5 H.P., vari speed 
Polishing Lathe. 

10—Hammond Type RR both double 5 and 
double 714 H.P. individual spindles. 

2—Gardner type 3DB type, 7! H.P. indi- 
vidual spindle lathes. 


2—U. S. electric double 15 H.P. individual 
spindle lathe. 

1—U. S. electric double 5 H.P. individual 
spindle lathe. 


1—L’Hommedieu, Model 24, 1 H.P. vari 
speed scratch brush lathe. 


3—Acme semi-automatic motor drive Buffing 
Heads. 


DIVINE — HAMMOND — PORTERCABLE — 
MANDERSCHEID FLOOR TYPE BACKSTANDS 


Rebuilt Rectifiers — for plating — 3 phase, 
60 cycle, 220 volt. 


1—400 ampere, 0-6 volt, Mallory Udylite, 
self-contained. 


4—500 ampere, 0-6 volt, basic G.E. units, 
converted to Selenium Rectifiers. 


2—1500 ampere, 0-6 Rapid Rectifiers. 


MERCIL — CROWN — BAIRD — LASALCO 
— GLOBE BURNISHING AND TUMBLING 
BARRELS 
1—Crown Roto Finishing Barrel — double 


compartment size of each department, 
22” long x 36” deep. M/D. 


1—-Three barrel cyanide mechanical plating 
barrel unit, 14 x 36 cylinders. — Crown. 


1—Two barrel cyanide mechanical plating 
barrel unit, 14 x 36 cylinder — Crown. 


2—Globe motor drive Deburring Barrels. 
Filters — 1000 gallon industrial Filter 
Type RDR, 300 gallon Belke Acid Filter. 


1—200 gallon Sparkler Cyanide Filter. 
1—500 gallon Sparkler Acid Filter. 


1—Used Crown Semi-Automatic Plating 
Conveyor (Rubber Lined), complete 
with conveyor mechanism and lead heat- 
ing coils. Size of tank 24 ft. long x 52” 
wide x 42” deep. 


New Clinton Selenium Rectifiers com- 
plete with motors, starter, built-in volt- 
age regulation, and safety protection — 
All sizes from 50 amperes to 6000 amp- 
eres. 


Write for our Dual-O-Matic Catalog. Also 

available — New and Rebuilt Polishing 

Lathes, Barrels, Rheostats, Filters, Blowers, 
and Generatur Sets. 


We carry a new and rebuilt line of Polishing 
and Plating Equipment. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 


FRanklin 2-3753 


PLATERS AND ANODIZERS 


M-G SETS — Motor 3-60-220/440 


Amp. Volt Nake 

100 742 Hobart 

175 14 Delco 

200 Chandeysson 

300 7% Hobart 

400 60/60 G. E. 

500 6 Chandeysson 

500/250 6/12 Elec. Prod. 

500 25 Elec. Prod. 

750/375 6/12 Excel 

940 32 Elec. Prod. 

1500 15 Star 

1500 30/50 Century 

1500 40/65 G. E 

1500 65 Westinghouse 

1500 70 Century 

2000/1000 6/12 H-V-W 

5000/2500 6/12 Columbia 

5000/2500 9/18 Chandeysson 
BLOWERS & EXHAUSTERS 

CFM Pres. Make 

1100 442"S.P. Bayley 

2344 2° 2. Clarage 

2500 va" $.P. American 

2700 %"S.P. Ilg 

3420 8” S.P. New York 

9000 6°S.P. Northern 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 


FOR SALE 


Slightly Used 
BUFFS 


Loose and Sewed 


Any Quantity 
MICHIGAN BUFF CO., INC. 


3503 GAYLORD AVENUE 
DETROIT 12, MICHIGAN 


PLANT FOR SALE 


Manufacturing and sales company serv- 
ing large growing section of the country. 
Owner desires change due to health. An 
opportunity to obtain a lucrative busi- 
ness for a reasonable price. Address: 
April 1, care Metal Finishing, 381 
Broadway, Westwood, N. J. 


AVAILABLE FOR 


IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 


—PLATERS — 

1—7500/3750 Ampere, 9/18 Volt, Hanson- 
Van Winkle-Munning, Synch. 

1—6000/3000 Ampere, 6/12 Volt, Chandey- 
sson, Synch., Exc.-in-head. 

1—5000/2500 Ampere, 6/12 Volt, Chandey- 
sson, Synch., Exc.-in-head. 

1—3000/1500 Ampere, 12/24 Volt, Chan- 
deysson, Exc.-in-head. 

1—2500/1250 Ampere, 9/18 Volt, Electric 
Producis, Synch., Exc.-in-head. 25°C. 
1—2000/1000 Ampere, 6/12 volt, Hanson- 

Van Winkle-Munning. 

1 -2000/1000 Ampere, 9/18 Volt, Electric 
Products. 

1—-1500/750 Ampere, 6/12 Volt, Hanson- 
Van Winkle-Munning, Synch., Exc.-in- 
head. 

1—1500/750 Ampere, 12/24 volt, Chandey- 
sson, Synch., Exc.-in-head. 

1—1000/500 Ampere, 6/12 Volt, Electric 
Products. 


—ANODIZERS— 

1—4000 Ampere, 40 Volt, Chandeysson, 
Exc.-in-head. 

1—1000 Ampere, 40 Volt, Chandeysson, 
25° 

1—1000 Amp., 30 V., Ideal, Exc.-in-head. 

1—750 Ampere, 60 Volt, Hanson-Van Win- 
kle-Munning, Synch., Exc.-in-head. 

1—500 Ampere, 25 Volt, Chandeysson, 
Synch., Exc.-in-head. 


—RECTIFIERS — 

1—2000/1000 Ampere, 6/12 Volt, G. E., 
brand new selenium stacks, with “On- 
load’ Automatic Voltage Regulator. 

1—Green Selectoplater, 1800 Ampere, 12 
Volt, 220/3/60. 

1—Brand New 2000/1000 Ampere, 6/12 
volt, G. E. Copper Oxide Rectifier, with 
Controls. 

1—1500/750 Ampere, 6/12 Volt, Udylite- 
Mallory. 

1—1440/720 Ampere, 6/12 Volt, Udylite- 
Mallory. 


—SPECIAL— 
1—Tollhurst Centrifugal Dryer, 20” dia. bas- 
ket, with Steam Heat. 
1—H-VW-M Full-Automatic Plating Machine, 
87” long, 39’ lift, was used for copper 
and nickel. 
1—H-VW-M Full-Automatic Plating Machine, 
87’ long, 39” lift, was used for chrome. 
1—Production Pipe Polishing Machine, Mod- 
el 101, Motorized. 
1—RONCI Enameler, No. R-200. 
1—Modeil “A” Pressure Blast. 


Above is partial list only. Write to us for all 
your requirements for Plating, Anodizing 
and Metal Finishing. 


WIRE — PHONE — WRITE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 
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Per column inch per insertion POLISHING 
1 tine’ PROOFING 
Yearly (12 times) 8.00. ~: ETC. 
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READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— 


ELECTROPLATING 
POLISHING | 
RUST PROOFING 

CLEANING 


PRICED RIGHT FOR QUICK SALE! 


1—Alsop 1000 G.P.H. Stainless Steel Filter and Pump (excellent). 
1—Crown Centrifugal Dryer with steam attachment. 
1—Chandeysson 6000 ampere 6 volt M.G. Set (reasonable) 


1—Chandeysson 4000 mpere 8 volt M.G. Set. 


2—H.V.W. full automatic Nickel Chromium Plating Machines (sacrifice) . 
1—Packermatic 24 spindle 3- wa, | HP heads full automatic Polishing Machine. 


2—Baird #1C Tilting Tumbling 
2—Stainless Steel Agitators. 


arrels w/wood or steel tubs. 


1—Steel Rubber Lined Tank 14 ft. long x 3 ft. wide x 3 ft. deep. 

1—Steei Rubber Lined Tank 1012 ft. long x 5 ft. wide x 31 re deep. 

1—Clair flat surface double roll (2x1O0HP) Automatic Polishing Machine. 

1—Richardson Allen 500 ampere 0-6 volt Rectifier with remote control. 

TANKS — ALL SIZES AND LININGS 
Rectifiers — 25 Amperes to 10,000 Amperes 
Airbuffs — Compounds — Anodes — Chemicals, etc. 

For Quality, Dependability & Service call on: 


BRUCAR EQUIPMENT & SUPPLY CO. 


WAREHOUSE: 602-604 - 20TH STREET 


BROOKLYN 18, N. Y. 


Telephone: STerling 8-0236 - 7-8 


Priced To SELL! 


RECTIFIERS — GENERATORS — EXHAUST FANS 
HEAT EXCHANGERS — PUMPS 
GEARED HEAD MOTORS 


RECTIFIERS 

1—4000 Amp., 12 Volt Bart-Messing 
1—3000 Amp., 18 Volt Hanson-Van Winkle 
1—3000 Amp., 6 Volt Bart-Messing 
1—2000 Amp., 6 Volt Hanson-Van Winkle 
2—1500 Amp., 6 Volt Richardson- Allen 
1—1000 Amp.. 6 Volt Hanson-Van Winkle 

MOTOR GENERATOR SETS 
1—2500/1250 Amp. H-V-W, 6/12 volts 
1—3200 Amp. General Electric, 24 volt 
1—1600 Amp. General Electric, 24 volt 
1—1000 Amp. Century, 24 volt 
1—750 Amp. Westinghouse, 24 volt 

HEAT EXCHANGERS 


2—Industrial 12 Graphite Tubes, 6400 gal- 


lon heating, 320,000 BTU cooling 


1—Industrial 6 Graphite Tubes, 4800 gal- 


lon heating, 160,000 BTU cooling 
PUMPS 
10—Sump Pumps 1 HP to 72 HP 
15—LaBour, Industrial, lead lined, stainless 
steel and Duriron Centrifugal Pumps 
EXHAUST FANS 
10—Buffalo size 450C, 450D, 400D and 
375C vent sets 
MOTORS 
10—'%2 & 1 HP Boston ratio motors for os- 
cillation motions 
4—2 & 3 HP geared head agitators 


SEND US ALL YOUR INQUIRIES! 
L. J. LAND, INC. 


146-148 GRAND STREET, NEW YORK 13, ‘N. ws 


Phone: CAnal 6-6976 


Established 1910 


RECTIFIERS 
REPAIRED 


| Don’t junk your old rectifier — 
| contact us for reasonable prices 


on repairs for all make rectifiers. 
All work guaranteed. 


VICTOR ELECTRIC CO. 


2543 Boston Road 
Bronx 67, N. Y. 


OLinville 3-2949 


PLATERS’ REMEDIES 


1-HEAL-U OINTMENT for cyanide sore healing. 
CHROME OINTMENT for chromium sore healing. 
NICKEL-ITCH OINTMENT for platers’ itch. 
Prices for any of above each $1.00 — 4 oz. 
Don’t wait until you are suffering— 
order your supply now. 


WAMBAUGH CHEMICAL CC. 
9 & Jackson St. Goshen, Indiana 


PLATING MACHINE 
FOR SALE 


Udylite automatic zinc or cad- 
mium plating machine. Racks per 
hour — 60 to 120 (variable). 
Tank depth — 48 in. Machine 
dimensions: 10 ft. wide x 49 ft. 
long x 10 ft. high. Complete with 
motors, blowers and duct work. 
Machine currently in operation. 


KING SEELEY CORPORATION 
315 South Ist St. 
Ann Arbor, Michigan 
Phone: Ann Arbor: NOrmandy 2-6531 
or Detroit: WOodward 3-1084 


CASH SAVINGS 


with 
Koppers New Liquid 
POTASSIUM 
CYANIDE 


1. You pay only for actual potas- 
sium cyanide. 


2. Purity — Free of all impurities. 
Less than one part per million. 
Less rejected parts. 


3. Safety — No dangerous cyan- 
ide dust to inhale. No expos- 
ure to toxic cyanide dust. Ac- 
cidents are minimized. 


4. Ease of handling — No labor 
involved in dissolving gran- 
ules. Use from drum to plating 
tank. 


5. Service & Experience — Avail- 
able in tank cars, trucks, and 
55 gallon drums. Backed by 
the technical service of Kop- 
pers and Pesco. You can de- 
pend on Koppers quality and 
the same reliable source of 
supply when you use Liquid 
potassium cyanide. 

Metropolitan Distributor 


Pesco Plating EquipmentCorp. 


Plating, Polishing, Grinding, Spraying, Baking 
Drying, Tumbling, Cleaning, Degreasing & 
Anod zing Equipment. 

Anodes — Chemicals — Acids — Cyanides 
Solvents — Supplies for Wood — Plastics — 
Metals. 


15 Wythe Ave. Brooklyn 11, New York 
EVergreen 4-1412 -3-4 


EQUIPMENT FOR SALE 


Blower, Cyclone and Piping. 25 H.P. 
Motor — 220 V. 3 phase V Belt drive 
— 5 years old. 

S. A. FARRIS, PLATING 
274 Chapel St. Luzerne, Pa. 


FOR SALE 


(—Packermatic Rotary Indexing Automatic Polish- 
ing and Buffing Machine, Model No. 2-12, com- 
plete with 5-10 HP. Adjustable Heads, 60'’ Dia. 
Table, 12 station, with Expansion Chucks, Com- 
pound Applicators, Late Type, Used less than 2 
months, 220/440 volts, 3 phase, 60 cycles, with 
complete pushbutton controlling equipment. 

i—Electric Products Co. 5000/2500 Amp. 12/24 
Volt, Synchronous Driven Motor Generator Set, 
with Direct Conected Exciter and Controls, 25 


eg. 

6—Production Machine Co. Model No. {01 Cylindri- 
cal Tube Polishing Machines, Motor Driven, 
Presently arranged for 3 units in tandem. Ex- 
cellent Condition. 

{—Hanson-Van Winkle-Munning Co. 1500 Ampere, 
40 Volt, Synchronous Motor Generator Set., with 
Direct Connected Exciter and Panel-Board. Like 


New. 
ALAN BAKER COMPANY 
10 Bluxome St., San Francisco 7, Calif. 
Tel. Garfleld 1-0066 
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Stimeg- - - 850 ZATMENT 
: Yearly (12 times) 8.00 a 
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ALL DEPENDS 
YOU! 


e If you can sell. 


e If you have a background in 
Metal Finishing. 


e If you have sold buffs. 


e If you want to sell better buffs. 


e If you want to work and enjoy a 
larger income. 


you’ve seen our line of rebuilt 


electro-plating and polishing equipment! 


have an excellent opportunity 


Have you gotten just a little tired of 
making call after call for your finishing | for 
needs? Wouldn’t you like to make | 
just one stop — for everything? 


This iis it .. . under one large roof you’ll | 
find polishing equipment . . . plating 
equipment... spray painting equipment. 


Remember .. . Our men know of these openings in 


for one-stop buying on guaranteed rebuilt P ‘ 


finishing equipment, see H & S. 
Immediate delivery! 4 
Your reply will be treated in com- | 


For information write to: 


plete confidence. Address: June 6, 


H & S EQUIPMENT & SALES CO. care Metal Finishing, 381 Broad- 


the finest in guaranteed rebuilt finishing equipment 


way, Westwood, N. J. 


483 Keap St., Brooklyn 11, N.Y. © Phone: EVergreen 7-2526 _ 
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READY-REFERENCE SECTION 


POLISHING 


RUST PROOFING 
CLEANING 
ANODIC TREATMENT 


USED EQUIPMENT AND SUPPLIES— ETC, 


SITUATIONS OPEN 


BUFFING COMPOUND 
SALESMEN 


SITUATION OPEN — Distributors, jobbers 
and manufacturers agents wanted to distribute 
and sell the full line of Schaffner’s polishing 
and buffing composition in bar, spray or paste 
form, and a complete line of polishing room 
supplies. 


SCHAFFNER COMPANY, 


Emsworth, Pittsburgh 2, Pa. 


ELECTRO OR INORGANIC CHEMIST 


SITUATION OPEN — Chemist or Chemi- 
cal Engineer, bachelor’s degree or equivalent, 
for customer service and development work 
in laboratory of New England manufacturer 
of electroplating specialties and metal clean- 
ing compounds. Metal finishing experience de- 
sirable but not necessary. We offer a chal- 
lenging position in a well established and ex- 
panding company. Liberal vacation, insurance 
and profit sharing benefits. Small city or rural 
living. Address: June 1, care Metal Finishing, 
381 Broadway, Westwood, N. J. 


DESIGN ENGINEER 
SITUATION OPEN—Must be experienced 
in power washers, degreasers, ovens and gen- 
eral processing equipment. Excellent oppor- 
tunity. 

RANDALL MANUFACTURING CO., INC. 
801 Edgewater Rd. Bronx 59, New York 


PLATER 


SITUATION OPEN—Plater, analytical chemist, pro- 
duction engineer wanted for job shop in consultant 
position, trouble shooting, plating and metal finish- 
ing problems, setting up cycles for barrel plating. 
Experienced in commercial barrel plating of small 
parts. Barrel gold, chrome, nickel, copper and silver 
—also barrel finishing procedure and its compounds, 
deburring, ball rolling, ete. Cost and time study, 
recommended and design time saving devices, com- 
plete up-to-date laboratory for research and develop- 
ment. Give full business, personal background and 
salary expected in first letter. Address: September 5, 
care Metal Finishing, 381 Broadway, Westwood, N. J. 


ELECTROPLATING AND ANODIZING SUPT. 


SITUATION OPEN—We have a per- 
manent position open for a man with 
experience in all types of electroplating 
and anodizing (no precious metal expe- 
rience required). Must be able to make 
up and maintain solutions. Location — 
lake region, very south central part of 
Michigan. Address: April 2, care Metal 
Finishing, 381 Broadway, Westwood, 
J. 


RECENT 
GRADUATE 


SITUATION OPEN — Recent grad- 
uate in electro-plating wanted for de- 
velopment of finishes for aluminum and 
all plated coatings for other metals. 
An opportunity for a man interested in 
the application of plating processes 
with a leading manufacturer of house- 
hold appliances. Write, giving personal 
details and salary expected. 


FRIGIDAIRE DIVISION, G. M. C. 
Dayton, Ohio 


SALES 


MANAGER WANTED 


You may be an Assistant Sales Manager now ... but — if you know Metal! 
Finishing (Polishing & Buffing) and have the ability to promote buffs and 
compositions — work with salesmen —and the sincere desire to be success- 
ful... you can be a Sales Manager for a Nationally Advertised Company. 


Our employees know of this opening and your replies will be treated abso- 


lutely confidential. 


You may be 35 or older — Qualifications and ability are the important fac- 
tors — Salary is entirely open. Address: June 7, care Metal Finishing, 381 
Broadway, Westwood, N. J. 


SITUATIONS WANTED 


ANODIZING SUPERVISOR 


SITUATION WANTED—Capable of com- 
plete control of personnel, rack making, dyes, 
bright-dips, electropolishing and all types of 
anodizing, from hand to crane operations. 
Have tux, will travel. Address: June 2, care 
Metal Finishing, 381 Broadway, Westwood, 
N. J. 


TOP MANAGEMENT 


SITUATION WANTED—Top management position 


wanted by high caliber man in large job shop or 
manufacturing plant, mid-west preferred. Completely 
experienced in production plating. Salary plus bonus 
in $15,000 to $20,000 range. Real tough job wanted, 
preferably in shop that needs rebuilding. Opportunity 
wanted to become part owner eventually. Address: 
June 3, care Metal Finishing, 381 Broadway, West- 
wood, N. J. 


PLATING ENGINEER 


SITUATION WANTED—Well qualified plat- 
ing engineer, offering twenty years diversified 
experience in electroplating. Now managing 
small manufacturing and sales company. Thor- 
oughly experienced in sales, research, design, 
and supervision. Forty years old, married, free 
to travel. Address: April 5, care Metal Finish- 
ing, 381 Broadway, Westwood, N. J. 
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SUPPLIERS OF EQUIPMENT AND MATERIALS AND ADVERTISERS INDEX 


A 

Abbott Ball Co. 119 

1052 New Britain Ave., Hartford 10, Conn. 
Acme Manufacturing Co. 

1400 E. 9 Mile Rd., Detroit 20 (Ferndale), Mich. 
Alchemize Corp. 143 

1420 S. Talman, Chicago 8, Ill. 
Alert Supply Co. 

4755 E. 49th St., Los Angeles 58, Calif. 
All-Brite Chemical Co. 146 


Box 136M, Watertown, Conn. 

Allied Research Products, Inc. 26 
4004 E. Monument St., Baltimore 5, Md. 

Almco Div., Queen Stove Works 
Albert Lea, Minn. 


Alsop Engineering Corp. 128 
1105 Bright St., Milldale, Conn. 
Alvey-Ferguson Co. 124 


503 Disney St., Cincinnati 9, Ohio 
American Brass Co. 52 
Waterbury 20, Conn. 


American Buff Co. 18, 19 
2414 S. LaSalle St., Chicago 16, Ill. 

American Instrument Co., Inc. 50 
Silver Spring, Md. 

American Metal Co., Ltd. 49 
61 Broadway, New York, N. Y. 

American Platinum Works 42 
231 New Jersey R. R. Ave., Newark 5, N. J. 

Apothecaries Hall Co. 57 
22 Benedict St., Waterbury 20, Conn. 

Ardco, Inc. 146 
5000 W. 73rd St., Chicago 38, Ill. 

Automatic Buffing Machine Co. 
222 Chicago St., Buffalo 4, N. Y. 

B 

Bacon Felt Co. _ 66 
437 W. St., Taunton, Mass. 

Baker & Co., Inc. 127 
113 Astor St., Newark 5, N. J. 

Baker Co., The M. 149 
25 Wheeler St., Cambridge 38, Mass. 

Barker Bros., Inc. 122 
1660 Summerfield St., Brooklyn 27, N. Y. 

Battelle Development Corp. 34A, 34B 
Columbus 1, Ohio 

Bart-Messing Corp. 
229 Main St., Belleville 

Beam Knodel Co. 132 
195 Lafayette St., New York 12, N. Y. 

Beetle Plastics Corp., Carl N. 120 
147 Globe St., Fall River, Mass. 

Belke Manufacturing Co. 16, 131 
947 N. Cicero Ave., Chicago 51, Ill. 

Better Finishes G Coatings, Inc. 107 
268 Doremus Ave., Newark 5, N. J. 

Bias Buff & Wheel Co. 64 
3464 Hudson < Jersey City 7, N. J. 

& Co., G. : 7 
1844 S. Laramie a Chicago 50, 

Block & Co., Wesley 
39-15 Main St., Flushing, N. Y. 

Branson Ultrasonic Co. 118 
200 Richmond Ave., Stamford, Conn. 

Brate Co., W. C. : 125 
125 Tivoli St., Albany, N. Y. 

Brucar Equipment & Supply Co. 150 


602-604 20th St.. Brooklyn, N. Y. 

Buckeye Products Co. 
7033 Vine St., Cincinnati 16, Ohio 

Buckingham Products Co. : 96 
14100 Fullerton Ave., Detroit 27, Mich. 


Cargille Laboratories, Inc. 137 
117 Liberty St., New York 6, N. Y. 
Chandeysson Electric Co. 
4074 Bingham Ave., St. Louis 16, Mo. 
Chemical Corp., The 119 


54 Waltham Ave., Springfield, Mass. 
Chemical Products Corp. 64 
King Philip Rd., E. Providence, R. |. 
Chicago Rubber Co., Inc. : a 
2620 N. Clybourn Ave., Chicago 14, Ill. 
Churchill Co., Inc., Geo. R. 
Hingham, Mass. 
Circo Equipment Co. 28 


130 Central Ave., Clark Twp. (Rahway), N. J. 
Clair Manufacturing Co. 
Olean, N. Y. 
Process Co. 99 
1965 E. 57th St., Cleveland 3, Ohio 
—- Supply Co. 17, 149 
12 S Clinton St., coupe 6, Ill 
eS Co., F. L. and J. C. 12 
694 Plain. St., Rockland, Mass. 
Cohn Mfg. Co., Inc., Sigmund 69 
rim? Columbus ‘Ave., Mt. Vernon, N. Y. 
Conversion Chemical Corp. _ 118 


8 E. Main St., Rockville, Conn. 

Cowles Chemical Co. 97 
7014 Euclid Ave., Cleveland 3, Ohio 

Crown Chemical & Engineering Co. 30, 31 
4722 Worth St., Los Angeles 63, Calif. 

Crown Rheostat & Supply Co. 
3465 N. Kimball Ave., Chicago 18, 
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Daniels Plating Barrel Co. 59 
129 Oliver St., Newark 5, N. J. 


Davies Supply & Mfg. Co. 133 
4160 Meramec St., St. Louis 16, Mo. 

Products Co. 50 
135 W. 29th St., New York 1, N. Y. 

Day Manufacturing Co., S 139 


A. 
1483 Niagara St., Buffalo, N. Y. 
Diamond Alkali Co. 24 
300 Union Commerce Bldg., Cleveland 14, Ohio 
Dixon & Rippel, Inc. 144 


Box 116, Saugerties, N. Y. 

Dow Chemical Co., The 14, 45 
Midland, Mich. 

Du-Lite Chemical Corp. 40 
Middletown, Conn. 

Du Pont de Nemours & Co., E. I. 63 
Wilmington 98, Del. 

E 

Electro-Glo Co. 147 
1430 So. Talman Ave., Chicago 8, Ill 

Electronic Rectifiers, Inc. 138 
2102 Spann Ave., Indianapolis 3, Ind. 

Enthone, Inc. 3 
442 Elm St., New Haven 11, Conn. 

F 
Federated Metals Div., American Smelting 
& Refining Co. 101 
20 Broadway, New York 5, N. Y. 

Ww. D. 138 

129 Sixth Ave., S.E., Minneapolis 14, Minn. 


Formax Corp. 110 
3171 Bellevue, Detroit 7, Mich. 


Fotheringham, Inc., W. M. 144 
975-81 Niagara St., Buffalo 13, N. Y. 

Frank, Paul 126 
118 E. 28th St., New York 16, N. Y. 

Fulton Asphalt Co. 134 
165 W. Wacker Dr., Chicago 1, Ill. 

Fusion Metal Coating Co. 144 
25493 W. 8 Mile Rd., Detroit 19, Mich. 

G 

G. S. Equipment Co. 53 
5317 St. Clair Ave., Cleveland 3, Ohio 

Garfield Buff Co. 69 
6 Clinton Rd., Caldwell, N. J. 

General Electric 25 
Schenectady 5, 

Qlo-Quartz Electric. Heater Co., Inc. 8 
37934 Elm St., Willoughby, Ohio 

Globe Division, Casalbi Co. 104 
545 Wayne St., Jackson. Mich. 

Graver Water Conditioning Co. 36 


216 W. 14th St., New York 11, N. Y. 
Gumm Chemical Co., Inc., Frederick 


Inside Front Cover 
538-542 Forest St., Kearny, N. J. 


H 


H & S Equipment & Sales Co. 
483 Keap St., Brooklyn 11, N. Y. 
Hamilton Emery G Corundum Co. 
Chester, Mass. 
Hammond Machinery Builders, Inc. 
1601 Douglas Ave.. Kalamazoo 54, Mich. 
Handy G&G Harman 98 
82 Fulton St., New York 38, 
Hanson-Van Winkle- Munning ood “is, 74, 106A-D 
Matawan, N. J. 
Hardwood Line Mfg. Co. 70, 71 
2022 N. California Ave., Chicago 47, Ill. 
Harrison G Co., Inc. 134 
10B, 
148 


151 
148 


487 Groveland St., Haverhill, 
Harshaw Chemical Co., The 
1945 E. 97th St., Cleveland 6, Ohio 
Hay Co., Jacob 
4014 W. Parker Ave., Chicago 39, Ill. 
Hartford Steel Ball Co. 
489 New Park Ave., Hartford 6, Conn 
Heil Process Equipment Co. 108 
12901 Cleveland 11, Oh'o 
Bros. 54 
136 S. Leonard <e Waterbury, Conn. 
Hill Acme Co. 
1209 W. 65th St., Cleveland 2, Ohio 
Holland & Sons, Inc. 11 
475 Keap a. Brooklyn 11, N. Y. 
Hull & Co., R. }. 37 
1303 Parsons Ct., Rocky River 16, Ohio 
Hydro Chemical Co. « Inc 148 
P. O. Box 94, Farmington, Conn. 


Illinois Water Treatment Co. 67 

840 Cedar St., Rockford, Ill. 
Industrial Filter G Pump Mfg. Co. 29 

5906 Ogden Ave., Chicago 50, ill. 
Infileo, Inc. 

912 S. Campbell Ave., Tucson, Ariz. 
International Rectifier Corp. 

521 E. Grand Ave., El Segundo, Calif. 
International Rustproof Corp. 

12507 Plover Ave., Cleveland 7, Ohio 
lritox Chemical Co. 

5 Union Sq. West, New York 3, N. Y. 


Mass. 
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J 
Jelco Finishing Equipment Corp 130 
153 E. 26th St., New York 10, N. ¥ 
Joe-D Buff Co. 27 
Sandwich, Ill. 
K 
Karr & Co. 126 


923 E. Broad St., Columbus 5, Ohio 
Kaykor Industries, Inc. 91 
4400 Broad St., Yardville, N. J. 


Keystone Chromium Corp. 114 
1095 Niagara St., Buffalo 13, N. Y 
Klem Chemicals, Inc. 102 


14401 Lanson Ave., Dearborn, Mich. 
Kocour Company 60 


4802 S. St. Louis Ave., Chicago 32, Ill. 
Kosmos Electro-Finishing Research 142 
13 Valley St., Belleville 9, N. J. 
Kraft Chemical Co., Inc. 146 
919 W. 18th St., Chicago 8, Ill 
Kushner, Joseph B. 126 
Stroudsburg, Pa. 
L 
Land, Inc., L. J. 150 
146-148 — St., New York 13, N. Y. 
Lasalco, In 35 
2818-38 casaiie St., St. Louis 4, Mo. 
Lea Mfg. Co. 90B 
16 Cherry Ave., Waterbury 20, Conn. 
Lea-Michigan, Inc. 129 
14066 Stansbury Ave., Detroit 27, Mich. 
Lea-Ronal, Inc. 90, 90A 
139-20 109th Ave., Jamaica 35, N. Y 
L’‘Hommedieu & Sons Co., Chas. F. 5 
4521 Ogden Ave., Chicago, Ill. 
M 
Macarr, Inc. 141 


2458-60 Arthur Ave., 
MacDermid, Inc. 
Waterbury 20, Conn. 
Magnus Chemical Co. 95 
11 South Ave., Garwood, N. J. 
Magnuson Products, Inc. 
50 Court St., Brooklyn 2, 
Manderscheid Co., The 
210 So. Clinton St., Chicago 6, Ill. 
Manhattan Rubber Div., 
Raybestos-Manhattan, Inc. 
6 Willett St., Passaic, N. J. 
Maplewood Companies 140 
P. O. Box 113, Maplewood, N. J. 
Matchless Metal Polish Co. 67 
840 W. 49th Pl., Chicago 9, Ill 
McAleer Manufacturing Corp. 131 
101 S. Waterman Ave., Detroit 17, Mich. 
McGean Chemical Co. 43 
101 Prospect Ave., N.W., Cleveland 15, Ohio 
Michigan Abrasive Co. 
11900 E. Eight Mile Rd., Detroit 5, Mich. 


Bronx 58, N. Y. 
Back Cover 


121 
145 


N. Y. 


Michigan Buff Co. 149 
3503 Gaylord Ave., Detroit 12, Mich. 

Michigan Chrome & Chemical Co. 6 
8615 Grinnell Ave., Detroit 13, Mich. 

Mitchell Bradford Chemical Co. 58 
Wampus Lane, Milford, Conn. 

Motor Repair & Mfq. Co., The 149 


1555 Hamilton Ave., Chavelaii 14, Ohio 
Murray-Way Corp 
P. O. Box 180, "ati Rd. E., Birmingham, Mich. 
Mutual Chemical Div., 
Allied Chemical & Dye Corp. 10A 
99 Park Ave., New York 16, N. ¥ 


N 


Naraco Group 73 
National Aluminate Corp. 
6297 W. 66th Place, oo 38, Ill. 
New Holland Machine Co 111 
New Holland, Pa. 
Northwest Chemica! Co. 65 
9310 Roselawn Ave., Detroit 4, Mich. 
Norton Co. 
1 New Bond St., Worcester 6, Mass. 


Oakite Products, Inc. 4 
18 Rector St., New York 6, N. ¥. 


Packer Machine Co. 
Center St., Meriden, Conn. 

Pennsylvania Salt Mfg. Co. 32 
3 Penn Center Plaza, Philadelphia 2, Pa. 

Permutit Co., The 41 
330 W. 42nd St., New York 36, N. Y. 

Pesco Plating Equipment Corp. 150 
75 Wythe Ave., Brooklyn 11, N. Y 

Pfizer G Co., Chas. 61 
630 Flushing Ave., Brooklyn 6, N. Y. 


Phoenix Abrasive G Chemical Co. 135 
657 Berriman St., Brooklyn 8, N. Y. 

Platers Research Corp. 135 
59 E. 4th St., New York 3, N. Y. 

Powers Regulator Co., The 109 


3400 Oakton St., Skokie, Ill. 
Promat Div., Poor & Co. 60 
851 S. Market St., Waukegan, III. 
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Ramco Corp 123 
807 Edgewater Rd., Siow York 59, N. Y. 

Rapid Electric Co. 9 
2891 Middletown Rd., Bronx 61, N. Y. 

Rockwell Lime Co. 141 
228 N. La Salle St., Chicago 1, Ill. 

Roto-Finish Co. 112 
3706 Milham Rd., Kalamazoo, Mich. 

Saran Lined Pipe Co. 
2415 — Ave., Ferndale 20, Mich. 

Sarco Co., 51 
350 New York 1, N. Y. 

Schaffner Mfg. Co. 56, 117 


Schaffner Center, Emsworth, Pittsburgh 2, Pa. 
Sel Rex Precious Metals, Inc. Inside Back Cover 
229 Main St., Belleville 9, N. J. 


Sethco Mfg. Co. —— 
74 Willoughby St., Brooklyn, N. we 

Seymour Manufacturing Co. 
4 Franklin St., Seymour, Conn. 

Siefen Co., J. J. 
5643 Lauderdale, Detroit 9, Mich. 

Simonds Abrasive Co. : 21 
Philadelphia 37, Penna. 

Smoothex, Inc. PES 62 


10705 Briggs Rd., Cleveland 11, Ohio 
Solvay Process Div., Allied Chemical & catadl 


Corp. 47 

61 Broadway, New York 6, N. ¥.. 

Sommers Bros. Mfg. Co. _.. 148 
3439 No. Broadway, St. Louis 7, Mo. 

Sparkler Mfg. Co. i 48 
Mundelein, Ill. 

Speed-D- Burr Corp. 
3613-A San Fernando Rd., Glendale 4, Calif.” 

Stainless Steel Corp. 
Ohio Edison Youngstown 3, “Ohio 

nae Plating Rack Co. : 23 
1925 N. Paulina St., Chicago 22, 1 

Stanley Chemical Co. : as 113 
81 Berlin St., E. Berlin, “Conn. 

Stevens, Inc., Frederic B. 
1808 - 18th St., Detroit 16, Mich. 

Stokes Machine Co., F. J. ae 
5500 Tabor Rd., 20, “Pa. 

Storts Welding Co., Inc. 129 
38 Stone St., Meriden, Conn. 

Stutz Mfg. Co., Geo. A. _ 10D 
4430 Carroll “Ave., Chicago 24, Ill. 

Sulphur Products Inc. . 133 
Greensburg 7, 

Swift Industrial, Co. 137 
Canton, Conn. 

T 

Tamms Industries, Inc. 
228 N. LaSalle St., Chicago 1, 1. 

Technic, Inc. Sees 115 
39 Snow St., Providence. R. |. 

Ther Electric & Machine Works 
19 So. Jefferson St., Chicago 6, Ill. 

Thermo-Panel Div., Dean Products, Inc. --—=s-—«*1132 
1042 Dean St., Brooklyn 38, N. Y. 

True-Brite Chemical Products Co. _ 128 
P. O. Box 31, Oakville, Conn. . 

U 
Udylite Corp., The 13 


Detroit 11, Mich. 
Unit Process Assemblies, Inc. _ 144 
61 East 4th St., New York 3, N. Y. 


United Box G Lumber Co. 142 
45 Wheeler Point Rd., Newark 5, N. J. 

United Buff Products Corp. 
Passaic, N. J. 

United Chromium Div., 

Metal G Thermit Corp. == sss 20 

100 East 42nd St., New York 17: ‘N.Y. 

United Refining & Smelting 139 


3350 Franklin Bivd., 24, 
U. S. Galvanizing & Plating Equipment Corp. 72 
31 Heyward St., Brooklyn 11, N. Y. 


Akron 9, Ohio 
Univertical Foundry G Machine Co. a 
14841 Meyers Rd., Detroit 27, Mich. 
v 
Victor Electric Co. - Reba 62 
2543 Boston Rd., ‘Bronx 67, N. Y. 
WwW 


Wagner Brothers, Inc. __- 
418 Midland, Detroit 3, “Mich. 
Walker Div., Norma-Hoffman Bearings Corp. 143 
Stamford, Conn. 


Wallace & Tiernan Co., Inc 
25 Main St., Belleville 9, 

Williamsville Buff Div., Bellord Clark Co. 39 
Danielson, Conn. 

Wyandotte Chemicals Corp. 55 
Wyandotte, Mich. 

Zz 
Zialite Corp. 


92 Grove St., Worcester 5, Mass. 


154 


EQUIPMENT 
and SUPPLIES 
ADVERTISED 
in this Issue 


A handy reference list of specific items; 
the number refers to the vage «f a manu- 
facturer’s advertisement. When writing to 
these firms, we would appreciate your 
mentioning our publication. 


A 
Abrasive Belts 
21, 132, 133, 145 
Acid Proof Floors 134 
Aluminum Finishing Process _106A, 143 
Aluminum Sealer 119 
Anodes 68, “101, 132 
Anodizing Racks 146 
Automatic Plating Equipment 
13 22, 33, 35, 72, 106A, 136 
Automatic Polishing Machines _.... 38, 140 
Automatic Temperature Controls _. 51, 109 
B 
Backstand Idler _ 


Barrel Finishing Equipment 


54 

104, 112, 418, 136 

Black Oxide Finishes ___. 40 
Brass Plating Solutions 128, 130 
Sright Dips 26, 37, 60, “101, 133, 142 
Back Cover 

Buffs _ 5, 12, 18, 19, 27, 39, 56, 64, 67, 69 
74, 106A, 117, 122, 139, 140, 148 

Burnishing Compounds Inside Front Cover 
57, 134, 148 

Burnishing Shapes 119 


Cc 
Cadmium Anodes 10B, 101, 
Caustic Flake 
Chrome Spray Balls _ 138 
Chromic Acid ~10B, 10D, 20, 24, 
Chromium Plating Solutions 
Citric Acid ——.. 


Cleaners inside Front ‘Cover, 4, 32, 40, 55 
58, 65, 95, 97, 102, 121, 132, 148, Back Cover 
Compositions ae 6, 1, 15, 56, 96, 106A, 110 

131, 132, 139, 148 
sdhets 60, 118, 119, 142 


Conversion Coatings _ 
om  10B, 49, 52, 101 


Copper Anodes 


Copper Cyanide a 10B 
Copper Plating Process 62, 90, ‘Back Cover 
D 
Degreasing Solvents 7, 46, 68 
E 
Electroless Nickel Plating .................. 114 
Electropolishing Process 147 
F 
Fabricated Finishing 129 
Felt Polishing Wheels 
Filters 
Flux For Tin Plating | 148 
Fused Quartz Immersion Heater .. 8, 99 
G 

Gluconic Acid 
Gold Plating Solutions _ ~ 50, 115, 


Inside ‘Back Gover 


METAL FINISHING, 


H 
Hydrogen Peroxide 47 
Immersion Heaters 8, 99 
lon Exchange Equipment | ; 29, 41, 67 
L 
Lathes __ 5, 11, 132, 144, 148 
Lead Anodes . ; 68, 101 
Lime 141 
Liquid ‘Buffing Compositions 15, 46, 56, 131 
M 
Maize Cellulose 126 
Mastic Floors 134 


Metal Cleaners Inside Front Cover, 4 
32, 40, 55, 58, 65, 95, 97, 102, 121 

148, Back Cover 
Metallizing 44 
Mixers _. 128 


Nickel Anodes _._.. 10, 10B, 43, 68, 136, 139 
B 


Nickel Chloride 10 
Nickel Plating Process 10C, 20, 43, 103 
125, 135, 145 
Nickel Salts 101, 136 
P 
Panel Heating Coils ____ . 132 
Patching Material . 
Periodic Reverse Units 144 
pH Papers _...... 126 


Pickling Compounds aa Inside Front Cover 

142 

Plastic Lining Material 108, 120 

Plating Barrels = ie, 53, 59 
7 


11, 13, 22, 33, 53, 59 
70, 71, 72, 133, 144 


Plating Equipment 


Plating Racks 23° 73, 131, 133 
Polishing Cement _. 15, 56, 129, 145 
Pore Detecting Paper 
R 
Rack Coating Material 6, 64, 113 
Recovery Systems eae 29, 67 
Rectifiers _.._ - 9, 11 17, 22, 25, 30, 31, 62 
72, 105, 106A, 116, 138, 141, 143 
Rheostats 22, 133 
Rhodium Plating ‘Solutions __ 69, 127 
Inside Back Cover 
$ 


Scratch Brushes 144 
Silver Anodes 

Silver Cyanide _. 

Sisal Buffs ; 

Spray Depressant 
Spray Buffing Equipment . 
Steam Traps 


18, 19, 27 
15, 56, 145 
51 


Strippable Coating - 6 
Strippers Inside Front “Cover, “4, 58 


135, Back Cover 
Surface Preparation Materials 
Inside Front Cover, 4, 40, 65, Back Cover 


~........... 106A, 129, 144 
Tartaric Acid 61 
Temperature Controls 51, 109 
Thermometers 
Thickness Tester 
Trichlorethylene aes 45, 63 
Tumbling Barrels 5, 54, 104, 112, 119, 136 
Tungsten Carbide Coating . redid 144 
U 
Ultrasonic Cleaning Equipment 28, 118, 123 
Vv 
Vacuum Plating ; 44 
Vapor Degreasers 7, 28, 123 
Washers .... 
Waste Treatment Equipment 29, 34, 36, 67 
Wetting Agent 137 


Zinc Anodes 
Zinc Brighteners 
Zinc Coating . 


_ 10B, 68, 101, 139 
: 37, 133, 


June, 1956 


7 
e 
| 
| 
| 
| 
| 
‘ 
| 
2 
| 
| 


“there can be no 
sacrifice of top 
performance!” 

U. S. Components, Inc. 


Prominent Component Manufacturers 
Depend on Sel-Rex Precious Metals 


to Achieve Top Performance . . . 


Sel-Rex BRIGHT PRECIOUS METALS 
PROCESSES have unique features which make 
them ideally suited for the exacting requirements of 
electronic and electrical industries. Sel-Rex BRIGHT 
GOLD is particularly desirable because it produces 
a mirror-bright finish directly from the bath—regard- 
less of thickness requirements. Economical, too, for 
one gram does the job of 2 grams of conventional 
24K gold. 


Among the many advantages of Sel-Rex BRIGHT 
RHODIUM is its unmatched purity— actually plates 
bright longer than other rhodium processes. 


EXTRA — Sel-Rex offers A.S.C.—Automatic Stress 
Compensation — a special technique which counter- 
acts the high stress characteristics inherent in pre- 
cious metals plating. 


Sel-Rex Precious Metals, Inc. 
229 Main Street 6 Belleville 9, N. J. 
Monufacturers of Sel-Rex BRIGHT GOLD * RHODIUM ® SILVER 


Above photograph shows a section of the Sel-Rex engi- 
neered gold and silver plating department of U.S. Com- 
ponents, Inc., New York City. U.S. Components, Inc. is one 
of the leading producers of quality controlled components 
for manufacturers of communications, computers, aircraft, 
guided missiles, portable equipment, instrumentation, and 


test apparatus. 


Sel-Rex Precious Metals, Inc. | 
Dept. MF-6, 229 Main St., 
Belleville 9, N. J. 


Gentlemen: 


Please rush descriptive literature and technical data 
on Sel-Rex PRECIOUS METALS PROCESSES. 


Company 


Address 
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CUSTOMER 


Let us show you how the newest equipment and 
processes can improve your meta! finishing produc- 
tion. Our metallurgists and chemists will be pleased to 
furnish you with a “proof by Test demonstration 
through practically any type of cleaning-finishing cycle, 
using the most advanced equipment and processes. 


SAMPLE PARTS MAY BE HANDLED 
ON RACKS UP TO A MAXIMUM SIZE OF 12” X 30” 


SEE US AT THE A.E.S. CONVENTION 
IN WASHINGTON 


WATERBURY 20. CONNECTICUT 


ANODEX and DYCLENE E W Electrocleaners 
METEX S-414 and T-103 Soak Cleaners | 
ROCHELTEX Copper and MACDERMID Bright Cop; ; 
METEX M-600 (Electro) and M-631 Alkaline Rust Re: 
METEX Electropolish BS for Steel and Stainless Stee | 
ALUMETEX Process Complete 

METEX DB Electrolytic Strip 

ALUMINUM BRIGHT DIP #2 

DEOXIDEX — For Smut Removal on Aluminum 
TROXIDE E — Dry Acid 

MIRROCU — Copper Bright Dip 

LUSTRABRASS — Brass Bright Dip 


STRIP AID — For immersion stripping Nickel, Brass 
Copper from Ferrous Metals 
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NOT FURTHER REPRODUCED 
WITHOUT PERMISSION THE 
COPYRIGHT OWNER 
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